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CHAPTER I 
I. INTRODUCTION 
The purpose of this thesis is to bring managerial 
problems forth for discussion and analysis. With present 
competition increasing from all directions, management is 
continually ·having pressure brought to bear to reduce costs 
and yet maintain quality. 
The most important managerial nroblems are: highe r 
raw materials, competitive pricing, climbing wage demands, 
and increased foreign production plus continued growth of 
synthetics. The above problems in turn bring about advanced 
planning and scheduling due also to seasonal fluctuations and 
inventories and merchandising. 
During the last war, textile manufacturers were in 
all-out production, and machinery that had needed repa irs and 
replacement was patched and made to last. The post,qar out-
look seemed to present a different picture. The controls of 
World War II had forced the then many hard-pressed mills to 
operate at a 2 per cent profit and a "base period" for price 
ceilings included years when the industry was suffering severe 
losses. 
From 1946 to 1950 the industry began to receive 
higher profits, and many companies wisely turned this money in-
to new and better machinery and plant modernization. Contin-
ual price increases in raw materials and wages were offset by 
higher selling prices, yet the per cent of profit increased 
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very little. 
Until the North Korean invasion, the textile in-
dustry was achieving a fine production record for peace-time 
purposes. Cotton cl oth production was up 9 per cent f rom a 
year ago, in the first quarter of this year. Cotton consump-
tion and spindle activi ty in the first half of the year showed 
a rise of 22 per cent. This suggested the possibility of a 
cotton goods production of 10 billion linear yards for 1950 
or approximately a billion more than before World War II. 
However, the prospects are not all encoura ging. The 
estimated cotton crop this year shows a drop to 10,308,000 
bales --or 36 per cent less than last year's crop . Raw cot-
ton is selling at 40 cents a pound an increase of about one-
third over last year's quotation. It is beginning to look as 
though the shortage of cotton will become serious. More than 
one cotton man thinks that 50 cents for cotton is a distinct 
possibility under present circumstances unless something is 
done to check the situation. T~ey think that there will not 
be enough cotton to go around, particularly in the face of in-
creasing military demands. The government, which is directly 
responsible for this desperate situation through its "planned 
crop control," has already imposed stiff clamps on exports of 
raw cotton while it studies the situation. In the meantime, 
mills have withdrawn their lines to await stabilization of raw 
cotton prices. They expect consumer opposition to higher 
prices on cotton goods, but they point out that the increases 
in costs of raw cotton are more than they can absorb. 
At the present time, mills are operating under the 
most difficult of competitive conditions. On the one hand, 
they are caught in a squeeze between high raw material prices 
and high labor costs, which have absolutely no prospect of 
being reduced; and, on the other hand, with a market and with 
customers at the consumer level demanding and expecting lower 
retail prices for clothing. While buying power remains at a 
reasonably high level and the consumer has money to spend, he 
has become extremely choosey and demanding as far as his needs 
are concerned. He is not only extremely price conscious, but 
he also expects to buy and to obtain delivery of goods in a 
period of two or three months which require three to six months 
to be produced. 
Some of the largest buyers of goods expect the manu-
facturers and converters, who do not have unlimited funds, to 
prepare goods in advance, to be called in when, as, and possibly 
if the season starts. Seasona~ dating and extra terms are be-
ing required throughout the textile industry to a much greater 
extent than in past years. These conditions are hard on most 
manufacturers, .especially the marginal ones. 
Expectations for the coming year are that the prices 
of apparel will increase, and, in turn, because of the price 
control scare, the textile workers are looking for an increase 
in wages. The textile workers have refrained from any sensa-
tional demands during the past couple of years -- but already 
6 
they are listing their wants from the cotton mills. 
President Truman did not ask for it, but our Congress 
has granted him power to control wages if he controls prices. 
Although it is doubtful that he will rush a wage control pro-
gram, in view of his long alliance with organized labor, the 
unions are not going to take any chances. That is obvious be-
cause they are going after wage hikes now -- before wages can 
be frozen. 
As for increased foreign production there can be no 
doubt it will affect the manufacturer by taking away a slice 
of his consumer market. He cannot possibly compete on produc-
tion costs or even selling prices after duties are below his 
reach. With lowered tariffs, the cities open to foreign im-
ports are becoming increasingly flooded with low-priced goods 
mostly from Japan. Not only, however, must we fear competition 
from Japan, but also from practically every other nation in 
the world. Every nation has some sort of textile industry, 
and no matter how small these operations may be, it is gen-
erally not too difficult to expand them if market conditions 
seem proper for such expansion. With the American nation 
spending sums way beyond comprehension for the rehab1~1tat1on 
of foreign economies, our American industry is now placed in 
the unenviable position of paying taxes to strengthen and re-
habilitate textile mills which one day through low-wage com-
petition may displace the hundreds of thousands of employees 
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who now operate the looms and the spinning frames in this country. 
The world-wide rise of the synthetic industry 
has attempted to replace cotton consumption in many domes-
tic and foreign markets. The·re appears a very strong prob-
ability that this nation's export trade in raw cotton, which 
is being artificially sustained by ECA funds, may lose ground 
in the near future. Where in years gone by this country ex-
ported more cotton than it consumed domestically, a point 
was reached in the last war where the nation was constming 
nine- tenths of all cotton. Even under current conditions 
where with the pressure of a high production and the aid of 
ECA, better exports are noted, they probably don't run more 
than a third of the amount consumed by mills at horne. With 
the present army sending requisitions on cotton clothing for 
its soldiers, the slack or loss of exports will certainly be 
taken up twofold. 
It is especially noteworthy that where much new 
textile construction has occurred in our home industry for 
the manufacture of rayon cloths, virtually none has occurred 
in the cotton textiles where reliance is still placed on mul-
tiple shift operation to meet demand. Neither a system of 
loans which impairs cotton's competitive advantage in the 
markets here, nor the national policies of tariff and foreign 
trade inimical to the domestic industry, seems wise if cotton 
is to maintain its position. 
Nylon broad woven goods production has been increas-
ing sharply-- (100 million linear yards a year output). 
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While not competitive price-wise with cotton and selling at 
many times the cost of cotton, this fiber is highly exploited 
for apparel and in addition it is being widely promoted in 
the field of industrial users. 
The position of nylon, orlon, vinyon, etc. is yet 
to be established, but unless cotton is made more competi-
tive in price these synthetics will undoubtedly make further 
inroads in the use of cotton. 
It is not possible to evaluate here all the problems 
of management but the above mentioned are the most important. 
Is there any wonder the cotton manufacturers and the manage-
ments are seriously threatened? With a decreasing market for 
cotton fabrics, increasing costs and competition, and the tre-
mendous growth in synthetics there is need for worry and action 
to fight these problems. 
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CHAPTER II 
GOVERN!>t1ENT INTERFERENCE 
A. Raw Materials 
Government interference with the growth of raw cot-
ton does place a burden on management because by the limita-
tions of crops or the povrer to control such, it competes for 
the buying of raw cotton. The reason for such control , as 
stated by the Cotton Control Act of 1949, was to alleviate 
any excessive growth of raw cotton by restricting the number 
of acres to be planted. By such controls, the price of raw 
cotton is continually held higher than normal, and because of 
a poor estimate on the 1950 crop, they will force the price 
even highe r. Raw mate rials comprise 50 per cent of manage-
ment 's costs. 
Dr. Claudius T. Murchison in his discussion of "Some 
Aspects of the Cotton Control Program" stated that the methods 
so far used in the acreage and marketing quota portions of the 
program have not met satisfactorily the test of experience. 
Dr. Murchison is the economic advisor to the American Cotton 
Ma nufac turers Institute. He said he believed thoroughly in 
the principle of cotton agriculture control. It was said that 
a year a go, there '~s fear that we might be headed toward a 
period of excessive cotton surplus. Accordingly, the Cotton 
Control Act of 1949 imposed a national marketing quota for 1950, 
but specified that it should "not be less than the number of 
bales required to provide a national acreage allo t ment of 
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21,000,000 acres." Subsequent amendments raised this figure 
to about 21,550, 000 acres as the theoretical ceiling. 
As it turned out, this acreage stipulation for 1950 
was fortunate. Because of it the secretary had no choice but 
to establish the quota making powers of the act. Without the 
acreage stipulation, the quota would probably have been accord~ 
ing to the secretary's calculations, only 8,743,000 ba l es. 
Under the act, the secretary was required to make, 
prior to October 15, 1949, the quota determined for the crop 
to be planted in the spring of 1950. 
The secretary estimated domestic consumption at a 
million bales for the year beginning August 1, 1949. Actual 
consumption was about 8.9 mill ion bales. He estimated 1949-50 
exnorts at 4.5 million bales. Actual exports were about 5.9 
million. 
On estimated domestic consumption and exports, 
therefore, his error was in excess of 2.3 million bales. 
Thi s error was further magnified by 690,000 bales, because 
of t he provision in the act that computed carryover in the 
predicted "normal supply" be 30 per . cent of estimated consump-
tion and exports. 
On the estimated "total supply" side he fared no 
better. The October 8, 1949, government crop report estimated 
the 1949-50 crop to be 15,176,000 running bales. Actually it 
turned out to be 16.1 million bales -- another error of about 
900,000 bales. 
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The grand total of errors in this first theoretical 
test of the cotton control program amounts to the staggering 
figure of approximately 3.9 million bales. Fortunately, the 
total estimate was on the underside, cancelling out in part 
the errors on the demand side. 
This indicate-s roughly the amount of business which 
the American cotton farmers would have lost if the secretary's 
calculation of last October had actually materialized as a 
control program. 
Another mistake is noted in the figuring of the carry-
over. On August 1, there was a carryover of about 6.5' million 
bales. The September 8 crop forecast indicated the yield 
probably to be 9.9 million. If we use 9.5' million bales for 
domestic consumption this leaves 6.9 (9.5' from 16.4) million 
bales for exports and necessary carryovers. If exports of 4.5' 
million is used we have only 2.4 left for the carryover. 
The true meaning of the cotton "carryover" is gen-
erally misunderstood. It is commonly thought of as a surplus 
left over from the old crop as the next one comes in. On the 
contrary, the "carryover" is the industry's necessary working 
stock for the first three months of the new crop year and to a 
diminishing degree for an additional two or three months. 
That portion of the new crop which is harvested in 
July, August, and September requires time for ginning, dis-
tribution and seasoning. Moreover, in its green state it .does 
not have desirable spinning properties. Consequently, new-crop 
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cotton does not usually enter into consumption in large vo .-
ume until October, and not until a month later does it become 
usable in current processing. 
Also, the carryover has another vital function, 
which is to provide insurance or a necessary margin of safety 
against the possibility of a short crop during the following 
year. 
What it all adds up to is a highly serious situation. 
Regarding supplies of raw cotton,the industry joins hands in 
an effort to take those steps necessary to insure the reten-
tion in this country of an adequate supply of cotton to take 
care of domestic requirements, plus reasonable working stocks, 
and take whatever steps are necessary to insure a substantial 
production of cotton in 19~1. 
Since the acreage report came out in July, repre-
sentatives of American Cotton Manufacturer's Institute have 
been conscious of the problem and have taken advantage of 
every opportunity to drive home the necessity for action. 
In analyzing this situation it is almost inevitable 
that because of higher prices of raw cotton and the continued 
shortage of adequate supply plus new Army Defence demands, the 
cost of production is going to climb even higher. It is cer-
tainly discouraging for management to be placed in such an 
unenviable position. With government interference, false 
price levels are set and economic instability causes a definite 
hardship cost wise to most cotton manufacturers. Raw cotton 
13 
prices now nearly 40 cents a pound, and still climbing, scare 
most manufacturers because the wage demands are beginning to 
be almost out of reach of most marginal mills. Such a ma-
terial price lessens even attempting to compete price-wise 
with its synthetic and other competitors. The retail price 
of cotton goods will be so high that people in the markets 
will look somewhere e1se for a substitute -- namely one of 
the thousand and one synthetics. 
Production in 195'1 hinges so much on government 
procurement that it is anyone's guess as to the outcome. Of 
course, the simplest means of insuring an adequate supply of 
staple cotton would be for the government to remove the 
quota. However, this course of action is doubtful. 
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Expected restrictions on United States cotton ex-
ports were clamped on recently by the Department of Agriculture. 
Exports will be limited to 2,ooo,ooo bales for the eight-month 
period ending March 31. If extended for the season ending 
next August 1, total exports would be held to 3,ooo,ooo bales. 
Last year nearly 6,ooo,ooo bales were exported to all countries. 
The new controls do not apply to Canada. Crop estimates for 
1950 were revised at 9,269,000 bales, thus forcing the Agri-
culture Department to state that failure to limit exports 
might reduce reserve stocks to a dangerously low level. Even 
with controls in effect, experts see cotton in a tight supply 
for the next two years and, of course, no decrease in raw cotton 
costs. 
The government's recent action to limit the export 
of raw cotton has stirred up considerable friction between 
the Senate's cotton bloc and the cotton textile industry. 
Senator James o. Eastland (D., Miss.), claims that the ex-
port limitation was designed solely to break the price of 
raw cotton for the benefit of the textile mills and the detri-
ment of the farmer. He also says that the mills desire a big 
surplus held in this country so that they can buy their cot-
ton as cheaply as possible and would like to shut off all 
cotton exports. In reply, George P. Swift, president of the 
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American Cotton Manufacturers Institute, stated that it is a 
good thing that the government has seen fit to protect the 
military pr~paredness program of the nation and the civilian 
population by limiting exports until more accurate informa-
tion can be obtained on the overall picture. He said that 
it would be a scandal of shortsightedness to let undue quan-
tities go until the needs of the nation are known . While 
the pros and cons of the cotton export situation are being 
sharply debated, the National Cotton Council has declared 
itself noncommittal and will not take either side in the dis-
cussion. In the meantime, a system for allocating the re-
cently established export quotas is under development in 
Washington. 
B. Tariffs 
In regard to tariff reductions, management has no 
control whatsoever, except ~o make their dissenting vote 
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heard in Washington. This type of competition cannot be 
handled because the present Administration, which closely 
resembles the Roosevelt Era of NRA, sees fit to sacrifice 
present prosperity and even survival of many of our leading 
industries. 
In a recent magazine ar.ticle of October 5, 1950, 
titled "Tariff Reductions Will Hurt," a short note to the 
editor pointing out certain conditions at hand seems quite 
appropr~ate. The author's name of this quotation is unknown. 
I notice a number of refer ences, particularly in the 
National Federation of Textile's criticism or brief 
and in the daily press also, to the effect that the 
idea was that it might be desirable to sacrifice the 
domestic textile industry and to subsidize it if, by 
doing so, it permits foreign producers to get more dol-
lars in order to build up their economy. It was 
claimed that the employees in the textile trade could 
very easily be absorbed in other domestic industries. 
In this particular attitude nothing is said about the 
distribution which has been built up, the skill of the 
operatives, the number of sellers handling such goods, 
the investment in the plants and the machinery and the 
investment of the employees in homes and all other such 
conditions. Evidently, no loss to individuals, to 
corporations and to others is too great to satisfy 
those who are interested in wrecking domestic economy 
and, inasmuch as the textile trade is the easiest one 
to hit and, inasmuch as the textile trade in foreign 
countries can increase production and - can make the 
products at a low enough price so that they can be im-
ported in quantity, this is the one which is go ing to 
be singled out to be the sacrificial goat.• · 
Tariffs are necessary to keep out goods that can be 
produced and sold well below our production costs. Management 
cannot possibly begin to compete with Japan on a unit cost 
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*9, p. 1 and p. 41 
basis and therefore must be protected. 
A revision in the present tariffs is . needed to 
handle this situation. Our present government is interested 
only in getting goods as payment for the billions invested 
in foreign countries. It is admitted that the dollar short-
age is acute but the dropping of tariff levels is not the 
answer. This kills our own industries so that others may 
pay their debt -- very unsatisfactory. 
Many branches of the Cotton Textile Industry have 
been pleading with Washington officials to protect them 
rather than expose them to disaster. The cotton industry 
has not enough voice due to a peculiar but unique position 
in the countryts economy, wherein no single company controls 
more than three or four per cent of the productive capacity 
of the industry. Thus limited, lobbying in our nation's 
capital does not seem powerful enough to offset the wishes 
of the administration. 
A brief glance at the branch most affected, namely 
the fine goods industry, shows the importance the lowering 
of tariffs has on such a necessary part of our production. 
This branch has recently joined in the battle against pro- · 
posed cuts by a concerted demand for greater trade protec-
tion. Seeing the proposed reduction as a threat to thousands 
of textile jobs, living standards and national security, a 
large delegation of mill men described the plight of their 
branch of the textile industry before a Federal Committee. 
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The trade association states that this branch of the industry, 
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manufacturing high-count combed yarns and fabrics, has suf-
fered the most during the past fifteen years from t~riff 
slashes. A warning also that new reductions i n existing tar-
iffs, already a full 33 per cent lowe r than 1930, will force 
mill closings and unemployment, as foreign goods invade the 
American home market. The association warns that the full 
effect of these recent tariff reductions, coupled with cur-
rency devaluation, has not been felt. They urge that no fur-
ther tariff concessions be made at this time, but rather that 
serious consideration be given to increasing the tariff pro~ 
tection for this branch. 
It is pointed out that the fine goods mills turned 
out millions of yards of military materials, such as uniform 
broadcloths, twills and gabardines, airplane and baloon cloths, 
powder bag and decontamination-clothing fabrics and insect 
netting. If the reductions are made, with the resultant im-
portation of fine cotton goods, the industry will be forced 
to scrap the very looms so urgently required for national de-
fense purposes. Once liquidated it would be practically im-
possible to re-establish the combed fabrics industry in case 
of a national emergency. 
The fine goods branch is a good example of what the 
others are facing if the proposed tariff cut goes through. 
Here again, managerial problems are increased due to foreign 
and yet mainly government interference. Without a voice loud 
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enough to be heard or felt in Washington this condition of 
lower tariffs is like to occur, thus pushing marginal mills 
and many more out of business. 
An interesting note is that the CIO Textile Workers 
Union of America criticized tariff reductions at the present 
time and took a stand alongside of manufacturers on this 
particular subject. It is surprising that the CIO wo1lid take 
any stand whatever which agrees with manufacturers' ideas, 
and it is also rather surprising that the CIO would take any 
stand which is opposed to the ideas of the Administration in 
Washington, D. C. However, it is quite certain that any fur-
ther tariff reductions, or possibly even the rates now in 
effect, will have so~e influence at least upon the operation 
of the domestic textile industry. 
c. Pric~_QQntrols 
The third major government interference appears in 
the regulation of prices and wages. With the present trend 
of increasing material prices, 'VIrage boosts, and the national 
cost of living index on the rise, it is believed that price 
control is inevitable. 
In Worcester on October 22, 1950, Emile Rieve, gen-
eral president of the Textile Workers Union, predicted that 
imposition of a wage freeze and price controls will take place 
soon after the coming November elections. Of course, the can-
didates running for office will not commit themselves either 
way because the issue is still debatable. Rieve believed that 
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the imposition of controls has become a necessity because 
of spiraling prices, but added that textile union members 
may still get new benefits in forthcoming contract talks 
even under a wage freeze. 
On October 23, the all-out wage price control de-
lay was urged. Mobilization Chief W. Stuart Symington said 
t hat all-out wage and price controls should not be used un-
til present restrictions to halt inflation are given a fair 
test. He stated~-~ 
It begins to look as if everyone wants controls so 
long as the controls don't affect them. It would 
be dangerous to put the American economy in a strait 
jacket at this time. 
Symington, who is also chairman of the National 
Security Resources Board, also declared: 
1. He hoped to have ready this week a new regulation 
under which defense industries can write off in 
a shorter time for tax purposes, investments in 
defense plants and equipment. 
2. A super Control Board composed of representatives 
of every government agency dealing with economic 
controls. 
3. Instead of direct price and wage controls, he fa-
vors higher taxes, allocation and priorities of 
defense material and credit controls. · 
4. Congress probably will investigate prices of raw 
materials increases without wage increases. 
It seems both gentlemen, Mr. Rieve and Mr. Symington, 
agree that price controls similar to World War II are defi-
nitely uncalled for and would hinder rather than help. How-
ever, the answer will be forthcoming after this fall election. 
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To regress a little might show what we can expect 
if controls return. Cotton textile products were among the 
f irst subjected to price ceilings. Ceilings were set on 
the standard print cloths at 39 cents per pound on June 28, 
1941, shortly after the Office of Price Administration and 
Civilian Supply was established and seven months prior to the 
passage of the Emergency Price Control Act. The ceiling was 
raised to 43 cents as of July 19, 1941. On October 21, 1941, 
the price of print cloth was tied in with an escaJator clause 
which provided that it would fluctuate •rith the price of raw 
cotton. New York spot middling 15/16 inches was selling that 
day at 17.05 cents per pound. 
As the price of cotton rose to 20.95 cents per 
pound during the following six and one-half months, the price 
of 38t inches, 64 x 60, 5.35 yard print cloth automatically 
increased to 48 cents per pound. 
OPA then took the position that the escalator clause 
from the above-mentioned act was undesirable. On May 4, 1942, 
it removed the escalator clause from cotton textile prices 
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and set a fixed ceiling price on print cloth fabric of 48 cents 
per pound. No further change was made in the ceiling price 
for more than two years. 
During this same period the average hourly earnings 
of labor increased from 52.8 cents to 63.7 cents per hour and 
the prices of raw cotton continued to rise from 20 cents a 
pound to 21.4 cents. Notwithstanding these cost increases, 
OPA held the price ceilings at the fixed price of 48 cents 
per pound . Production steadily decreased from the peak average 
of 934,200 bales consumed in the first half of 1942 until it 
reached the low of 791,000 bales monthly for the last half of 
1944, a decrease of 163,900 bales average per month or approxi-
mately 16 per cent. Manpower shortage undoubtedly was a major 
factor in this decline. But an important contributing factor 
was the failure to adjust ceiling prices in accordance with 
rising cotton and wage costs. 
Throughout this long period the industry tried to 
convince the OPA to change its policy and to permit higher 
prices to reflect higher costs. To these appeals OPA turned 
a deaf ear and it became necessary to seek the aid of Congress. 
Congress intervened with the Ban'khead-Brown amend-
ment to the Emergency Price Control Act of June 30, 1944. This 
amendment required OPA to reflect the highest of either parity 
price or the price in a January 1, 1942 -- September 1? , 1942 
base period to agricultural commodity producers (applied sepa-
rately to each major item ••• of products made in whole or 
major part from cotton or cotton yarn). About six weeks later 
a 2t per cent per pound increase for print cloths was authorized 
by the OPA. 
On June 4, 1945, the Senate Banking and Currency Com-
mittee reported that in order to carry out the original purpose 
of the Bank~ead-Brown amendment, the maximum price of each 
major cotton textile item to be fixed and maintained at not 
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less than the sum of: cotton costs at parity; a weighted aver-
age of mill conversion costs: a reasonable profit. The OPA 
adjusted cotton textile prices in accord with this interpreta-
tion, and on September 25, 1945, print cloth prices were raised 
to 53 cents per pound. 
There have been two price increases for print cloths 
since September, 1945. The more important one was Amendment 14 
to Supplementary Order No. 131 issued March 8, 1946. The price 
increases allowed for print cloth amounted to about 6 cents per 
pound, including both the allowance made for wage increases and 
t he incentive pricing provision. This was part of the joint OPA 
and CPA program to raise output of cotton goods, particularly 
low-priced apparel fabrics. 
Since President Truman discontinued the OPA and CPA 
(except for rents) on all ·commodi ti s, there is no more ceiling 
price on cotton goods. The Taft-Hartley bill does away with 
many of the old labor laws. 
By comparing these previous conditions with present 
an almost exact likeness is found. The price of raw cotton is 
continually rising due to shortages, subsidization, and in-
creased mechanization costs to growers. Wages are still climb-
ing and if present trends continue the recent textile wage in-
crease is not the last. The managements of companies are per-
plexed as to how to cut costs when such a fluctuation continues. 
If controls are replaced the same inequities will 
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occur and the manufacturer will bear the brunt because his profit 
will be frozen, and as usual at a low profit level, and de-
pending on the length of time the controls remain depreciation 
of plant . and machinery will again place the managements in 
serious circumstances. Control of course is not the answer 
but may be a necessary evil from the government's point of 
view -- it won't breed satisfaction and cannot be installed 
correctly, so as to be free from inequities. 
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CHAPTER III 
LABOR CONDITIONS A:ND PROBLEMS 
A. V{ag!U!, 
Wages in the cotton textile trades normally con-
stitute between twenty-five and thirty-five per cent of total 
sales, and they have an important bearing on profits. ~ages 
are high in the cotton industry, so high that with recent in-
creases the top has been reached. Raw materials and wages 
comprise the major costs to managements and now the selling 
price, either wholesale or retail, has been raised as high as 
the consumers will accept. Competition has forced this situ-
ation causing the last increase in wages to be absorbed in a 
decreased profit. Marginal mills can't afford this loss and 
if something isn't done soon many concerns will be out of busi-
ness. 
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Wages are high but in comparison with other industries 
are considered low. This in turn causes the managements to either 
pay dearly for key men or lose them to other industries. With 
a rapidly changing cost of living price index the workers are 
continually needing and demanding a wage increase. Many are 
leaving their jobs and going elsewhere either because they are 
forced to because of low wages or better offers or oftentimes 
because of layoffs and shutdowns or even their factory being 
out of business. 
By studying the rise in unit labor costs (without an 
equal rise in productivity), wage and salary percentage of net 
sales, wage-hour regulations, average hourly earnings and 
others it soon becomes clear that wages are constantly climb-
i ng and must be handled correctly. 
1. Direct Labor Costs. 
Direct labor costs of the textile industry have ad-
vanced sharply in recent years. The substantial increase in 
unit labor costs since 1940, as reflected in Table I, not 
only resulted from the rise in hourly wage rates but also 
overtime payments and heavy labor turnover along with loss of 
skilled workers. Although the last three factors have become 
less impor tant since the war, unionization of textile workers 
has been increasing, particularly in the South, where the 
movement has been slower than in the North. 
Table I describes the picture perfectly, thus giv-
26 
ing a clear insight into mana gerial problems as to how to reduce 
unit l abor cost and raise the output per man hour and wage 
earner hasn't increased anywhere near as much as the unit 
labor cost has (74.4% since 1939). 
In addition, direct labor costs vary widely from com-
pany to company according to products manufactured, the extent 
of mechanization or need of hand labor, and other factors. 
There is no . known way of producing standardized cost data for 
comparison as yet but the American Society of Mechanical Engi-
neers has undertaken this problem. However, statistics for 
individual com~anies are somewhat sparse but available data 
may be fairly representative as to wage and salary percentages 
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of Net Sales. 
Table II . shows the upward trend in recent years and 
largely reflects the rise in wage rates. It shows there are 
exceptions such as American Viscose and Celanese, who have been 
able to offset the rise in wage rates by improving plant effi-
ciency. These companies, however, are the exception, not the 
rule. 
2. Wage Hour Regulations . 
The Fair Labor Standards Act of 1938 set up detailed 
Federal regulation of minimum wages, maximum hours, and the em-
ployment of persons under eighteen years of age. Minimum hourly 
wages for the cotton and certain other divisions were origi-
nally set at thirty-two and a half cents an hour, but were in-
creased to thirty-seven and a half. cents effective June 30, 1941, 
and to forty cents in April 1942. 
From that time on a spiralling effect set in and 
hasn't stopped since. The War Labor Board, acting under its 
wartime powers, on December 8, 1943, established a minimum 
hourly wage of forty-five cents for .mill workers with three 
months' experience, and fifty cents for workers with at least 
six months' experience. On February 20, 1945, the WLB ordered 
the minimum raised to fifty-five cents an hour. Continued 
loss of labor to higher-paying industries resulted in the vol-
untary lifting of minimums in early 1946 by most segments of the 
industry to sixty-five cents an hour, a hundred per cent in-
crease over the 1939 average. 
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TABLE I 
_Produg,tiy!'tv: aQd Unit Labor Co.=..st=----
In Rela t ives 1939 =.._lQQ_ 
- --
___Qot ton Goods. 
- Output Per -
V/ag~- Earner ~:r:,_Man Unit Labor Cos1 
1945 112.0 100.7 174.4 
1944 114.1 100.4 161. 1 
1943 114. 0 100 .8 150.5 
1942 114.3 102.2 135.8 
1941 109.8 102 • .5 116.2 
1940 100.9 102.5 103.3 
1939 100 .0 100 ,.0 100.0 
1938 86 . 5 93 .. 8 108.6 
1937 92.1 93.5 113.5 
1936 94.7 93.5 101.2 
1935 79.8 85.1 113 .. 5 
1934 71 .2 79.0 ~ 23 .0 
1933 84.3 74.7 95 . 4 
1932 85 .8 70.3 87.3 
1931 83 .. 6 64.3 112 . 2 
1930 78 .1 66.2 126.0 
1929 88.5 68.4 121 . 7 
_..;;;S...;;.o ,ur£!!L.J!.!.~.J2~rtment of LabQ!:__ 
Stand~d & Poor's In~~tr:l Sur!~!_:::: June_g1,__!2,20 T2-7 
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_TABLE II 
__ wage·s &-·§.ala-rie.§_as a P€~ntage- of Net SalQ.L_ 
19.46 1242 121§ 
American Bemberg 38.7 
American Viscose 37.8 32.4 31.4 
Bates Mfg . 27.7 28.6 30.6 
Botany Mills 43.5' 44.2 45'.1 
Celanese 37-9 34.6 29.7 
Da n River 28.2 31.4 31 .8 
Kayser, J. 33.2 32.5' 35'.4 
Munsingwear 36.5' 33.4 34.9 
Pacif ic Mills 27.4 24.1 26.0 
Pepperell 28.8 24.7 27.4 
Stevens, J. P. 23.5' 
Wes t Point 21.1 24.6 
Standard & Poor's Ind1!§_trL_Surveys --June 23,_ 122Q T2-8 
__ TABLE III 
_Q.ross Aversge HQY!l!_Earnings 
__Qents __ J2er H.QY!_ 
..Al:l Mers.:. Total _illk ~ Ravon Cotton Mers. 
1949 Mar. 137.5 118.0 118 . 8 112.2 
Feb. 137-7 118.5 119.0 112.4 
J an . 138.0 118.9 118.1 112.5 
1948 132.7 115. 8 117.0 109.5 
1947 122.1 103.5 103.4 98.2 
1946 108.3 89.3 87.4 82.7 
1945 102.2 7? . 7 74.5 68 .? 
1944 101.9 70.8 69.0 62.9 
1943 96 .. 1 66.5' 64.5 ?9.0 
1942 85'. 3 60.5' . 5'8 .6 54 .0 
1941 72.9 5'2.6 r;o.o 46.4 
1940 66.1 48.2 45.? 41 .2 
1939 63.3 46.0 42.9 38.9 
Note: Gross Average Hourly Earnings are obtained by 
dividing total payrolls by total man-hours. 
Source : u. s . Bur~ of Labor Statistics . 
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In mid 1946, a bill was passed by the Senate and ap-
proved by the House Labor Committee providing for a national 
wage minimwn of sixty-five cents hourly, instead of forty 
cents, but no final action was taken by the House. This was 
probably due to the much higher rates then being pa id by other 
industries, as indicated in Table III. In May, 1948, President 
Truman recommended that Congress enact a minimum wage of sev-
enty-five cents an hour. A bill providing for this higher 
minimum was drawn up in early 1942 and final action has passed 
it into law. This can't be taken seriously as most textile 
companies have ninety per cent of their workers already above 
the seventy-five cents minimum. 
In 1945, average wages in the South were only 13.2% 
below the northern average, but the differential narrowed to 
8% by the end of 1946. As a result of new wage contract in 
the North, the spread widened to about 14% in early 1947. In 
February, 1948, rates in the South were 12.7~ lower than in the 
North and in February, 1949, were only 7% lower. However, 
wages paid for identical operations vary little since the 
higher averages in Northern rates reflect the larger propor-
tion of finer types of cottons produced in the New England 
states. 
As of late, wage increases have been given,~olun­
tarily" by company officials in the New England area. This, 
for example, occurred at the Goodall-Sanford, Inc., at Sanford, 
Maine. They announced the pay of 4000 textile workers was 
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upped twelve cents an hour. The present minimtm pay was $1.05 
an hour . In comparison with General Electric a common laborer 
receives approximately $1 .10 an hour. From the worker's point 
of view he doesn't care to work in a cotton mill and will go 
elsewhere. Believe it or not, the average man won 't take a 
job in a New Eng land cotton mill and this is a very deciding 
factor for management to compete with. They can't pay even 
the wages they are · forced to part with today and unless they 
increase wages aren't going to get or keep any workers -- a 
very serious condition. The Army drafting of men has a small 
influence on retaining qualified personnel. 
3. Southern~ Northern_J{agel• 
Years of competition bet"!JJreen the North and South in 
t he cotton textile industry has left its mark on both. Yet 
many still disagree about the wage differential saying that 
the higher northerh wages are offset by higher living costs 
and even out in the end. Figures from the Bureau of Labor 
Statistics show a higher cost for the northern cotton industry 
over the southern of approximately twelve cents an hour on the 
average. In additj_on to the twelve cents per hour wa~ dif-
ferential, New England textile mills under their union contracts 
give their employees certain fringe benefits which are not gen-
erally prevalent throughout the South, even in southern mills 
having union contracts with the same union as the northern 
mills. These fringe benefits amount to about ten cents an hour 
in the North against four cents an hour in the South, or an 
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additional six cents an hour to the twelve cents regular wage 
differential. 
An illustration of the cost of labor determined by 
a survey made in September, 1949, by a firm of textile engi-
neers in twenty-one southern cotton mills and a like assign-
ment in New England mills. The survey relates to northern 
and southern mills operating on practically the same fabrics 
and with the same types of machinery. 
TABLE IV 
Departmental. OJ2erations 
Pickers 
Cards 
Drawing deliveries 
Combing deliveries 
Roving frames (long draft) 
Spi nni ng frames (long draft) 
tooms X•2 
Lo om C-6 
Machines per Tender 
North South 
2to7 
18to36 
18to36 
6to8 
2to3 
8to20 
24to36 
8tol2 
2to9 
24to52 
18to48 
16tol2 
2to6 
8to26 
24to72 
12tol8 
The same firm of textile engineers laid out on paper 
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a completely modern mill of 450 looms, operating on combed broad-
cloth estimating the number of employees required if that mill 
were located .in the North as compared to the number of employees 
required for the same mill operating in the South. Asst~ing 
that the hourly pay of the employees was exactly the same North 
and South, it was found tm t the cost of labor of operating the 
northern plant would be $44.44 per hour greater than the labor 
cost of operating the southern plant, because of the difference 
in the ntmber of machines per employee and the resulting dif-
ference in the number of employees required. 
It should be stated, however, that man-hour produc-
tivity varies from mill to mill in both North and South and 
it is impossible to get an exact measurement of the actual 
difference in cost resulting from the smaller work assignments 
in the r-Torth. 
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The previous illustration shows just why management, 
dictated to by the union, cannot operate as profitably as its 
competitive southern mills. With such regulations on loads, 
shifts, and number of employees plus a higher wage it is no 
wonder .the marginal mills fall by the wayside in the face of 
these conditions. Its effect on larger mills just cuts down 
profits and weakens the company because the larger profits could 
be ploughed back into the business. Certainly a better example 
of what is happening to cotton manufacturing due to the above 
reasons is unnecessary. 
Straight-time average hourly earnings in the weaving 
jobs in cotton textile mill ranged from $1.17 to $1.47 among 
three New England areas and from ninety-nine cents to $1.25 
among five southern areas studied in April, 1948. Men weavers 
tending plan automatic looms (the type most commonly reported 
in each area) averaged $1.30 an hour in northern New England, 
$1.24 in the Fall River--New Bedford area of Massachusetts, 
$1.15 in Charlotte, North Carolina, and northwest Georgia and 
$1.08 in east central Alabama. Women employed on similar 
equipment generally averaged from one to three cents an hour 
less. The lowest and highest area averages for the loom-
fixing jobs were $1 .47 and $1 .57 in New England and $1.19 
and $1 .32 in the South. Men janitors, the lowest paid workers, 
averaged ninety-seven cents an hour in each of the three New 
England areas and from eighty-four to eighty-six cents among 
the southern areas. 
All mills operate a second shift, and seven-eighths 
of these report third-shift operations. About a third of the 
mill workers in each area were employed on the second shift; 
the ·third shift accounted for proportions ranging from less 
than a tenth to · a fourth of the area work force. Very few 
firms pay shift differentials to workers on the second shift, 
whereas nearly two-thirds of the southe rn mills and all except 
one of the New England mills provide extra pay for third-shift 
work . In the most cases, the differential for third-shift 
work amounts to five cents an hour in the South and seven cents 
an hour in New England. A majority of the mills in both regions 
scheduled a forty-hour work week for first-shift plant workers 
in April 1948. In contrast to New England, where only one mill 
reported weekly hours in excess of 45, a third of the southern 
mills scheduled a 48-hour week. 
The above hourly wages are the highest in cotton manu-
facturing history and yet do not attract any new enployees. 
Competition within the industry has increased twofold in the 
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last five years. The South doesn't pretend to pay as high 
wages as the North and yet it has attracted many workers from 
New England. A lower cost of living and no union troubles 
plus more freedom has helped this migration of the worker. 
And yet, if management could solve the problem of wages they 
could repay it double in other ways such as employment, bene-
fits, homes, etc. Between other industries, competition in-
creases and puts the pinch on the cotton textile manufacturers. 
W'i th recent wage hikes in General Motors , Ford, the steel in-
dustry and many others, textiles are relegated to the lower 
rung of wage levels. Rayon and Nylon and other synthetics 
also can outbid cotton in its wage competition thereby taking 
more workers from the factories. If wages are higher, raw 
materials higher, and no relief in sight with war clouds on 
the horizon, there is little hope to compete on a price basis 
with other countries or even other textiles. The peak of con-
sumer buying at these exceedingly high prices has vanished 
and the dollar spent by the average American now shops for 
bargains or just doesn't buy. This is brought about by in-
creased internal and external competition and has created a 
serious condition in the United States. 
4. The Textron Formula. 
Emile Rieve explained that the imposition of con-
trols has become a necessity because of spiralling prices, but 
added that textile union members may still get new benefits 
in forthcoming contract talks.even under a wage freeze. 
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He stressed the necessity of carrying on the fight 
for pensions for New England cotton and rayon mill workers. 
Also or note is the fact that even if a wage freeze is ordered, 
the so-called "Textron-Formula" agreed to between the TWUA 
and Royal Little, Textron president, at Boston in September, 
1950, provides a means for pay raises. 
The Textron formula was a gamble. However, a con-
tract was agreed to that may open the door for a similar con-
tract with New England mills when the contract exnires in the 
s pring. It not only provides for a pay increase but also con-
tains provisions for cost-of-living pay raises. 
Under the law when wages are frozen there is still an 
avenue to adjust wrongs. If it can be shown that inequities 
and injustices are present, then pay increases will be approved. 
And under the Textron formula there is established an instru-
ment to stabilize and standardize wages in the cotton textile 
industry. 
Under the terms on the three-year contract signed be-
tween the Textile Workers Union and the Textron firm, employees 
in the company's three New England plants received a ten per 
cent wage boost, effective last September of 1951 and September, 
1952. 
The contract, which may set the pattern for coming 
wage talks between the union and the other mills in the New 
England area contains a cost-of-living index under which every 
four months the base pay rates of textile workers employed by 
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Textron will receive a wage adjustment based on the Labor De-
partment's consumer's price index statistics. 
The bas& rate will be increased one per cent every 
four months that the cost-of-ltving is up and will decrease, 
per cent each quarter in the event living costs come down 
sufficiently to warrant such a cut. 
Management actually submitted to this plan because, 
regardless of the expense involved, the plan seemed a solu-
tion to wage inequities and union's future demands. Prob-
lems cannot be solved by management if a sword in the form 
of a strike continually hangs over their head. However, the 
union only agrees to abide by this formula as long as it bene-
fits themselves and their men. Yet, allow a few decreases in 
••.rages to occur and all are up in arms declaring the formula 
unfair, a trick by management, unconstitutional, and many 
more names. There seems no appeasing the current rise of 
wa ges as long as war clouds threaten our future. Instead of 
competition between union and management we should have har-
mony and understanding. Instead of just trying to raise wages 
a consideration for those who pay this money and invest same 
with small return should be understood. 
Managerial problems can be met if the workers are 
willing to help their employers rather than continually pull 
in the opposite direction. Internal competition oftentimes 
is more dangerous than external co~petition. 
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B. EmploY:D'lent 
The cotton textile employment figures are continu-
ally fluctuating that is, more than usual. This situation 
is caused moitly by higher wages and better working condi-
tions in other industries, usual seasonal fluctuations, Army 
Selective Service, and cotton manufacturing plants closing 
do •m -- both temporary and permanent . 
At present the most important employn1ent problem 
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is brought about by a shortage of manpower with a much worse 
condition expected due to war production. This places manage-
ment in an unenviable position because they cannot cure this 
malady . This in turn forces them to fi ght as much as possible 
with what they have. 
Except for manpower, the cotton industry is better 
prepared for all-out production than it was at the start of 
World War II. Post war modernization and streamlining, in-
volving the exuenditure of more than a billion dollars thus 
far, has made the ind~stry's facilities much more resilient, 
better balanced and more efficient than when it accomplished 
an "industrial miracle" in the last war, producing more than 
20t billion yards of cotton broad woven goods for war uses 
during the years 1942--1945 inclusive. 
'' If the cotton textile industry should be called upon 
to make another all-out war effort, an additional 100,000 
workers will be needed by the mills," the Textile Information 
Service reports from New York City. 
This sentiment was echoed by a spokesman for the 
Neaumkeag Steam Cotton Company in Salem, Massachusetts. He 
said that, although employment at the Pequot Mills was higher 
than in the immediate post-war years, it still has not by 
any means reached even close to the saturation point . 
He also explained that Pequot Mills is on around-the-
clock production in a limited sort of way and has been since 
September 1, 1950. It was also intimated there were plenty 
of jobs open in the production of the sheeting for which the 
local mills are famous. 
This big manpower need of the industry was disclosed 
in a study made by Ralph E. Loper Company, textile engineers 
of Greenvile, South Carolina, and Fall River for the Textile 
Information Service. 
In view of the recent declaration by the quartermaster 
general of the Army, Major General Herman Feldman, that textile 
mill workers would hold "front line outposts in any all-out 
military production drive, " the Loper Company findings serve 
40 
as a timely warning of a possible worker shortage in an industry 
whose products high military officials rated second only to 
metals in essentiality in World War II. 
According to the Loper Company, a figure of 472,000 
workers , which was the average employment in this industry 
during the first five months of 1950, was used as a base in 
estimating the need for additional operatives. In 1942, the 
industry averaged around 539,000 employees. 
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The study was made because the nation's surplus work-
ing force is rapidly being absorbed as the preparedness pro-
gram gains momentum; particularly in the Southeastern and 
New England areas where the greatest part of the textile 
manufacturing industry is located. 
Textile .mill executives are concerned over the possi-
bility of losing workers and potential workers during the 
present defence emergency. Other industries are actively seek-
ing more workers, thus narrowing the field from which textile 
mills can get employees. Jobs in such industries as aircraft 
and munitions are a particularly strong lure either from the 
psychological feeling of doing war service in such a manner 
rather than in a cotton mill. They don't realize they are 
sorely needed in cotton production. 
The Nation's Defence mill executives point out that 
if the industry's total number of worker is ·further reduced 
during this critical period by employees moving to other jobs, 
and the surplus force is exhausted, the mills could not get 
enough workers to produce the huge yardages that would be 
needed if, as and when a full ttwar emergency" whould occur. A 
manpower freeze then would be too late . 
Industry leaders feel that government and military 
planners should consider immediately all possible measures to 
assure the mills the number of employees needed for maximum 
production. 
C. Unionization 
The Textile Workers' Union of America, CIO, in their 
sixth biennial convention suffered their first national elec-
tion fight. The rift occurred between Geor ge Baldanzi, execu-
tive vice president, and his rival, Mariano S. Bishop of Fall 
Ri ver, who was backed by General President, Emile Rieve. 
At this gathering, charges and epithets flew thick 
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a nd f ast between both parties. Rieve, Bishop and the so-called 
admi n s t rat ion supporters based their appeal on a plea for 
''Unified 1 ead..e r ship." Baldanzi and his group charged them with 
an " undemo <;:ratic purge." 
Rieve and Bishop .in their strong north union body 
three years ago put a drive on southern mi l ls i n an at t empt 
t o un i onize them by merging. It was said t hat Baldanzi made 
under-the-table deals with employers and wa s wi lling to settle 
strikes fo r less than strikers eventually got. Neither party 
had enough power to completely dominate t he othe r so that now 
the union is divided for the next few years. 
Up to October, 1950, it. wasn't believed t ha t the CIO 
wa s go ing to ma ke any headway in organizing the gr eat text i le 
mi l ls of the South. It is true that in some instance s such 
southern organization has been accomplished -- but it has been 
minor and particularly in mills where there has been a bad 
si t uation holding over from long ago in previous years. 
Actually the union has ruined the nort hern mills' 
chances of obtaining higher profits due to continua l wage 
increases in demands. Also important is the fact that tens 
of thousands of organized CIO textile operatives in the East 
and in the other older sections of the industry are falling 
behind on their dues; thousands of those men ·are out of em-
ployment or on short-time employment and are quitting the 
dues paying, and other thousands are following this example. 
The workers finally begin to see that the golden apple can 
be squeezed only so much. By this it is meant that rather 
than run companies in this area out of business entirely by 
excessive wage increases, pensions, etc ., give them a chance 
to survive . It is better to receive a lower wage than not 
work at all. 
Due to the falling dues payments the war-chest of 
the CIO, which the CIO executives were determined to spend on 
southern domination of their labor organization, is a good 
deal lighter, if not thoroughly depleted, and s t ill getting 
lighter. 
The textile unions are nowhere near as strong today 
as they were two years ago, and the condition is continually 
aggravating, so far as the labor fellows are concerned, and 
improving so far as managements and honest productive labor 
a re concerned. 
The production of cotton goods in the South in the 
past ten years along with the continued movement out of New 
England of more and more textile mills show that when union 
interference isn't present much more production is possible. 
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Today the output of New England mills is considerably smaller 
when compared to southern production. 
The solution isn't found by getting rid of the unions 
but to ma ke them realize the problems that are facing manage-
ments and help rather than hinder them in the near future. 
Both sides must be prepared to sacrifice a little and only in 
t h is way can the two survive. 
Here again the southern mills operate on a three-
shift principle, pay somewhat lower wages (offset possibly by 
lowe r living conditions) and have more possibility of locat-
ing a supply of labor. In the North, the union tells or dic-
tates t o mana gement the wages needed to live under our h igher 
cos t of living in t his section, and in addition to such t re-
mendous cos ts, an adequate supply of labor cannot be found to 
run the machines in thre e shifts so that full util ization of 
ma chines in power, etc., isn't to be had. 
Management~ hands are tied and so far no solution 
has presented itself~ The unions continually declare t hey 
need pensions, more health and insurance benefits, increased 
wa ges, fringe issues, paid holidays and many more extras. 
When t hese few heads of the union realize they can aid their 
cause more by working with management instead of against, they 
will be accepted equally, thereby releasing this anta gonistic 
waste of energy for better production and relations. 
1. Pensions. 
The managements of the cotton industry cannot finan-
cially stand a pension plan which usually is considered the 
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union's next demand. Emile Rieve, union head, has declared 
the union 's prime goal is a $100 a month pension plan . This 
would be impossible as present conditions stand. Instead of 
attempting to understand managerial problems the textile 
union continually presses for more advantages. If they would 
try to work with management rather than against, the cotton 
manufacturers could handle the serious situation more effec-
tively. In fact, the union wants a pension plan without con-
tributing any money themselves. 
Some time around the second week of September, 1950, 
at Mohawk Carpet Mills , Amsterdam , New York, plants, some 
6000 CIO textile workers approved the new Hflexible retire-
ment age." This virtually completed its adoption throughout 
the rug industry. 
This plan deals with the retaining of older workers 
rather than pension them off at an earlier period . Statistics 
show that ten per cent of the cotton industry's workers are 
sixty-one or over, and nearly two per cent are over seventy. 
It is believed by many that the older experienced workers 
should be kept working as long as possible, rather than pension 
them off at sixty or sixty-five. 
Almost certain to be widely copied, the plan is a 
neat compromise between the old-timer's desire for continued 
activity and the industry's need for high productivity. Any 
worker may retire at sixty-two on $100 to $130 a month or, if 
he wishes, keep on working until he is sixty-eight. Between 
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sixty-eight and seventy-two, his continued employment rests 
with a management-union board which investigates his health, 
production, and finances. From seventy-two on, management 
has sole discretion. 
That stress will be placed on pensions for the CIO 
Textile Union members was indicated by Rieve, J. William 
Belanger, state president of the CIO; Sol Barker, TVflJA statis-
tician, and Mariano S. Bishop, cotton-rayon director of the 
union. 
There were rumors that a deal was made in getting 
the mill owners to agree to the recent voluntary pay raise 
for the duration of the present contract. 
Emile Rieve declares that these rumors are baseless 
and wanted to go on record that no commitments of any .· kind, 
were made . 
Furthermore, he wished it known that it seemed to 
be the general desire of most of the union men to press for 
a pens ion. This seemed foremost in their minds and they wil l 
probably go all out in the future for pensions. 
2. Re~nt Dem§_nd§_and PaLincreases. 
A ten per cent across-the-board increase in hourly 
and piece work rates for 25,000 New England textile workers, 
effective September, 1950 , was announced recently by t he CIO 
Textile Workers Union of America and five manufacturing groups, 
representing twenty-five mills in the six-state area. 
The increase of approximately twelve cents hou.rly, 
agreed to voluntarily by the manufacturer~, was seen as a 
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natural development following the granting by Textron Inc. 
of a new three-year agreement, covering an additional 3000 
workers, which gave a similar wage increase and other bene-
fits. 
The wage increase will become part of the present 
contract between the union and manufacture-rs -, which will ex-
pire March 15, 1951. All points of the contract may then be 
re-negotiated. 
The increase was voluntary on the part of the manu-
facturers because the union had not given notice sixty days 
before September 15, as specified in the contract, of a desire 
to discuss a possible wage increase. 
About forty per cent of the cotton and rayon worke r s 
in New England are covered in this newest agreement. The 
present contract, under the agreement, contains the following 
modifications : 
1. A ten per cent across-the-board increase in hourly 
and piece work rates on October 1 of this year, 1950. 
2. Automatic increases of five per cent, effective Sep-
tember 30, 1951, and September 28, 1952, plus a wage 
reopening September 27, 1953, with a right to arbi-
trate if both parties fail to agree. 
3. Cost-of-living adjustments every three months start-
ing January 1, 1951, based on the General Motors 
contract formula. (The General Motors contract calls 
for plus or minus one-cent-per-hour adjustments for 
each 1.14 change in the Bureau of Labor Statistics 
consumer price index.) 
4. Effective October 1, 1950, insurance benefits in-
creased as follows -- hospitalization from $7.00 to 
$8.00 per day, special benefits from $35.00 to $80.00 
47 
Surgical benefit maximums increa sed from $150 
to $200 ; sickness .and accident benefits increased 
from $17 . 50 to $22.50 a week. 
5. During the life of the extended contract, no re-
opening of wage (with the exception of 1953 re-
opening) or any fringe issues except that the 
union may open the matter of pensions only as of 
March 15, 1951. If parties fail to agree on pen-
sions, the union will be released from the pro-
visions of the no-strike clause. 
This latest move is said to be the result of the 
change in the economic situation caused by the Korean War . The 
last increase of wages in that branch of the textile industry 
was 1? cents an hour, negotiated in February, 1948. The union 
also made the announcement that the proposed new increase re-
quest is only an interim measure to be followed by further de-
mands when negotiations for new contracts start . 
The above-mentioned agreement came at a time when 
other industries were making attacks on the textile industry 
by offering their workers more money. · Management understands 
and accepts the fact that they cannot compete with the companies 
in their localities that pay above the average level for em-
ployees. Management also sees that they must pay as much as 
possible so as to hold their skilled . and older workers. 
The cotton textile union doesn't seem to ca r e about 
mana gerial problems and consequently enters into a competitive 
r ace with unions of other industries for wage increases. Cot-
t on manufacturers' profit margins are low and with continual 
demands for increases in pay, pensions and fringe issues, plus 
competition from surrounding concerns, the respective 
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managements are -always looking for some way to improve condi-
tions . When motivated by a strike threat continually something 
must be done .. 
Now, as of February 23, 1950, a new increase in wages 
is being demanded by the Textile . orkers Union of America, CIO . 
Emile Rieve, TWU president , has declared a strike will be · called 
on March 15, 1951, unless the union's demands for a 12% wage 
boost and other benefits are met. 
No wonder cotton mills are becoming extinct in New 
England with the attitude shown by Mr. Rieve. New Bedford and 
Fall River cotton manufacturers warned on the eve of the open-
ing of union contract negotiations that the 12% wage increase 
asked by the union "might well cost the manufacturers more than 
the mills earn in a year." Mr . Rieve replied to t his plea by 
saying, 
Tha t's too bad. We are still asking for the 12% increase . 
We don 't intend to continue being the lowest-pa i d workers 
in American industry. 
The i ndustry cannot pay and the workers cannot live on 
wha t they are getting. So where do we go from here?* 
With the admission that the manufacturers cannot pay 
t h e i ncrease Mr. Rieve continues to be unreasonable and st i ll 
demands mor e money . It is time this hold over the cotton t extile 
i ndustry was broken. 
In addition to the flat 12% hike on an average wage of 
$1 . 31 an hour~ T\VU is seeking an automatic 7% increase annually 
*12, p. 40 
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for the next two years and a company-paid pension of $100 a 
month. 
Jn:anagement in turn countered·, with three strong 
points about outside compuls i on .-- also stating this is not 
a time to hinder production with the international situation 
cont inually getting worse. 
1. The urgent need of the national government and 
armed services for top productivity of cotton and 
rayon textiles. 
2. The incompletely formulated policies of the Wage 
Stabilization Board. 
3. The struggle for survival of the northern mills 
against competition of southern mills . 
If a decision is not reached among union men and 
management executives a serious condition may arise to hurt 
the entire country. 
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CHAPTER IV 
INTERNATIONAL COMPETITION 
A. Present Indications and Opinign§. 
According to John L. Severence, secretary of the 
Associat ion of Cotton Textile Merchants of New York, "Cotton 
faces two adversaries -- highly competitive conditions in the 
trade of the world and high prices due to government suppor t." 
He a lso states, "The fact remains that both in this country 
and in the world at large the trend today is toward a regres -
sive cotton market." 
Another opinion came at the open~ng session of the 
ACMI ' s convention when Mr. Ellison S. McKissick; president, 
said , 
We are confronted with an alarming situation in the 
threat of goods coming into this country from nations 
whose textile industries are virtually subsidized by 
the American taxpayer. There is little doubt in my 
mind that the trend today is toward free trade and ours 
i s the most vulnerable major industry in America from 
the standpoint of foreign competition.* 
Japanese imports have a demoralizing effect upon 
prices in t his country, even though the quantities received 
repre sent but a fraction of the total Jap shipments. Over half 
a million Americans who depend upon cotton mills for their 
livelihood are affected and - their jeopardized by these condi-
tions. 
It is predicted that the United States exports of 
cotton goods may sink to the 1925-29 level in 1950. In the 
*13, p. 6 
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second quarter of 1949, Japan overtook the United States 
once more as the leading export nation of cotton goods -- but 
then in the last six months of 1949, Britain regained her orig-
inal ascendancy at the top of the heap, by a narrow margin. 
Nevertheless, this year the British did emerge once more the 
biggest supplier of cotton piece goods to the outside world. 
The Japanese threat is the most important threat and cannot 
be calculated over a long-run period. Unfortunately, t his 
leaves the New England cotton producers the domestic market; 
however, in the near future Japanese imports may prove very 
dangerous to all textiles. 
B. Japan 
1. Rehabilitation 
The question of why the Japanese cotton textile 
industry was selected by the Supreme Commander for the Al-
lied powers (SCAP) for rehabilitation proposes a peculiar cir-
cumstance. However, the decision was dictated not only by 
the pre-war experience of Japan's textile industries, but al-
so by a number of other favorable factors such as: (1) The 
world shortage of textiles, caused by the war, provided a 
ready market for Japan ' s output. (2) Stocks of raw cotton 
were more readily available than some of the other raw ma-
terial imports necessary for the manufacture of commodities 
for export. (3) Effort was directed toward the textile in-
dustries, too, because they were not war-supporting industr ies. 
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The first step . toward Rehabilitation in Allied policy 
toward this end was the sending of a fact-finding mission in 
January 1946 to appraise the capabilities of the Japanese tex-
tile industry. By studying conditions of the machinery and 
plant devastation it was found the cotton textile could be the 
most easily rehabilitated. 
The final agreement in February 1946 found that of 
900,000 bales of raw cotton, held by the Commodity Credit Cor-
poration for manufacture, at least sixty per cent of the 
finished yarn and piece goods was to be sold by the United 
States Commercial Company and the proceeds applied to the cost 
of the raw cotton. Under the agreement the balance of the tex-
tiles could be used for domestic consumption, but the need to 
maximize foreign exchange receipts to pay for food and other 
essential imports resulted in the decision that a smaller 
quantity would be retained than allowed in the contract. Under 
an extension of this agreement executed in July 1947 an addi-
tional 350,000 bales of raw cotton and spinnable cotton waste 
were supplied Japan by the United States. Until recently these 
figures have held, but as of October, 1950, to March , 1951, 
the amount has been cut drastically. 
What textiles mean to Japan is summed up in latest 
reports showing that fifty per cent of Japan's total exports 
in March were textile products. Quality of Jap fabrics is im-
proving and they are bound to become more competitive and a 
sore spot for the textile industry in the United States. 
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Increased production, previously curtailed on 
April 4, 1947, by SCAP, allowing only four million spindles 
to be rebuilt, has now become a major factor. Now that SCAP 
has abolished this four million spindle limit, the new goal 
will reportedly be eight million spindles, capable of pro-
ducing 1,740,000 yards of cotton fabric for export, and 980 
million yards for domestic const~ption and using between 
1,6oo,ooo and 1,700,000 bales of cotton annually. 
With this Rehabilitation from SCAP plus the Marshall 
Plan we are now sending representatives of the American Cotton 
Textile Industry to Japan to collect actual, factual inf orma-
tion on which the industry can build a long-range policy for 
both. 
2. Pri~ 
The members of the Anglo-American Textile Mission 
returned recently to report that the Japs will never undercut, 
underbid or make cheap goods. If ever a wrong statement was 
made, that was it. Unfortunately, the Japanese depend on 
their exports of textiles to keep them on their feet, even if 
it is at the expense of the country that put them back in cir-
culation and in a competitive position. 
Pertaps their statements have been misleading, but 
the manufacturers continually are being underpriced in some 
markets of our country. The Japs have told the Americans to 
take it easy, that there will be no attack in the textile 
world. V. e also trusted them once before, around December 7, 1942, 
and we know their word is not to be accented. They also 
promise now to sell no goods at "unnecessarily low pr ices." 
They will avoid such sales b'") c- ause of an unsympathetic atti-
tude toward them in world trade, and they plan to increase 
exports by only ten per cent above the 1949 level. 
Textile leaders are failing to reason realistically 
if they think there is no price war or cheap goods coming 
from Japan. The Japanese specialize in cheap cotton goods 
and with the present cost of living so high const~ers will 
definitely welcome cheaper co tton dresses and sbirts. 
Japanese cotton work shirts ar e being unloaded in 
the New Orleans market at 49 cents per piece wholesale. A 
shipment totaled one hundred thousand dozen. Some of this 
shipment was offered in Easley, South Carolina, recently. 
Japanese cotton dresses are being unloaded at three for one 
dolla r. The samples for comparison were recently examined 
at the Orr Mill Jubilee. American oversea s trade in cotton 
textiles has lost a billion square yards of export volume in 
two yea rs. Imports of cotton textiles for 1950 will be sixty 
mi llion s qua r e yards more than in 1949. This is somewhat a 
repet ition of the textile market in the 1930's. 
In that period in Japan, American air-conditioning 
e quipment, looms, spindles, machinery, starch, oils, all the 
materials, were imported, and cotton, too, then re-expor ted 
as finished goods to China, India, the Philippines, Australia, 
and Africa, and finally to the United States during the Big 
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Depression. 
Another example of low price and yet not up to the 
original samples submitted occurred in the 40-inch 40x26 (28) 
count 2.5 osnaburgs cloth trade. The cloth trade cannot under-
stand why such a development should have been allowed to take 
place under the present allied control of the Japanese tex-
tile industry and exports. It is not like before the war , 
as the Japanese were very particular about what they shipped 
to us. In the 30's their exporters had to submit sampl~s to 
an association to make sure that these corresponded to de-
scriptions and specifications. All samples had to be stamped 
and more of them submitted before actual shipments could be 
made. The present substandard deliveries from Japan should 
be thoroughly investigated by importers in this country so 
that the situation may be corrected, not only in their own 
interests but because of the possible harmful effect on the 
American market and industry if it is allowed to continue. 
With conditions of extremely low-priced goods and 
even inferior cloth being shipped into this country, the 
managerial problems become almost impossible to cope with. 
Our cotton goods cannot begin to compete with .Japanese goods 
in price because of the . d~finitely lower production costs and 
very low wages of the Japs. These inferior cloth goods ordi-
narily wouldn ' t be accepted by the American consu~er; however 
present -- everyday expenses and just a few luxuries take most 
of everyone's income. This in turn leads the consumers to 
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look for money-saving bargains and thereby pass up our own 
low cotton goods. 
The situation if allowed to continue vJil l seriously 
affect our cotton production for both domestic and foreign 
trade . In spite of all that we have heard recently about 
the Japanese textile controversy, there is no question but 
what they are going to continue to be terrific competitors. 
They eventually are going to take all of our export markets 
that we at one time thought we had. Right now in this country, 
the exact opposite of the previous situation, are Japanese 
samples of greige goods made out of 38-inch (measures prac-
tically a full 39 inches) 72x69 about 4.41. On the selvage 
they have in blue stencil, "Made in Occupied Japan -- Style 
2003 -- 38xl2li yards even to a piece." This greige goods 
is superior to our 39-inch 68x72 -- 4.75 and according to 
the finishers, it is reported that they obtain a very nice 
gain on these goods. This prov~s the Japanese are serious com-
petitors. 
Since floor prices were removed, the gap between 
Japanese and American cotton textile prices has been consider-
ably narrowed, and immediate danger of an influx of Jap cloth 
into the United States has been averted. However, the long-
run outlook has a somewhat discouraging appearance. 
But the Japanese are still und~rselling our manu-
factur~rs with twenty-five per cent lower prices in the world 
market - - and sixty per cent of the allocation of the last 
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ECA funds to Indonesia for textile imports have gone to Japan, 
only forty per cent to American Exporters. Vfuen F.CA funds 
are exhausted, it is questionable whether we will get even 
forty per cent of Indonesian textile business in its newly 
independent but impoverished state against the competition of 
Jap pr ices. 
So important has outside demand for Japanese cotton 
yarns and cloth become that W. N. Robbins of MacArthur's tex-
tile division admitted the Nip industry was not even consider-
ing filling Japan's own domestic need. These men will meet 
with a similar British delegation to discuss with the Japanese 
the problems that will arise when SCAP is no longer in Japan 
and that country can operate completely free of any restric-
tions or regulations. Reason for the mission boils down to 
t h is: Low-priced Japanese cotton is undermining the structure 
of the American cotton manufacturing industry. Seems that all 
hope some constructive action comes from this conference. 
Management 's hands are tied when it has to face com-
petition from sources such as the above mentioned. In a recent 
article it was asked, 
Why do we give raw cotton to Boeki Cho of Tokyo to manu-
facture 12,562,000 pounds of cotton fabrics, to be manu-
factured in Japanese mills, rehabilitated with the Ameri-
can taxpayers' money, and these goods made with wages 
paid by American taxpayers' money resulting in sales of 
$14 ,136,371.49 of textile fabrics to what may or may not 
be a Dutch Company (perhaps ~t is a German company) in 
the Netherlands' East Indies~~ 
*14, p. 37 
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This is a typical example of how our own manufac-
turers are losing business and that isn't bad enough, but 
our own American business men are causing this deplorable 
condition. Possibly some of the money given away to other 
countries could be used to better advantage if t urned back 
into our own manufacturers' hands not directly --- but 
possibly through lowered corporation taxes or even raising 
the tariffs slightly as a protective measure. 
3. Wa~§.· 
A true comparison of actual dollars and cents be-
tween Japanese and American wages would settle nothing . How-
ever, by stating and showing present wages in the foreign 
cotmt ry of Japan it will give a definite insight into the con-
ditions of competition between these two countries. 
In Congress, Senator Joseph R. McCarthy pointed 
out that mill workers in his state of Wisconsin are paid 88 
cents an hour against only 8 to 13 cents paid Japanese workers; 
yet t axes are deducted from Wisconsin workers' pay checks, 
partly to pay technical experts employed by the Army in Japan 
to teach the Japanese how to make exact duplicates and copies 
of similar products made on our own Wisconsin mills. 
Here again, William C. Planz, founder and head of 
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the Textile Industry Committee on Foreign Trade, cited efforts 
to dispose of large quantities of Japanese table cloths to the 
American distributors. He compared Japanese cotton textile 
workers' wages of $14.78 per month with American $174.00 monthly. 
Buyers the world over are using quotations on Japanese goods 
to drive down values on textiles from all other sources. 
Japanese textile wages it would seem are approxi-
mately 10 cents an hour. This enables production at a ter-
rific rate, slow.ed only by raw material supplies, because 
they have modern machinery, and are thereby able to flood 
foreign markets with their cotton goods. 
Our own export markets are being rapidly taken from 
our manufacturers, dropping from one and a half billion yards 
in 1947 to about half that volume in 1949 with the trend con:... 
tinuing downward. With this proof of what they can do in our 
foreign markets, these low wage countries are now turning their 
attention toward the markets of this countryi Our cotton in-
dustry is putting up its share of funds for the rehabilitation 
of Japan and yet allows them in turn to produce and sell back 
again such products to our own consumers. 
Commission after commission is being sent to Japan 
to make surveys and studies on conditions in that country. 
Even though we know what will be found , nothinr: will be done 
to alter the findin gs unless the gravity of t he world situation 
demands such . It .does seem logical that by raising tariffs or 
restricting certain goods plus cutting government and ra ma -
terial aid we could stem the tide of foreign competition. 
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CHAPTER V 
MANAGERIAL PH.OBLEMS IN :MARGINAL MILLS 
A. RawMaterials Cost 
Substantial reductions in cotton acreage, lower 
annual production, government subsidization, and continued 
shipment of raw materials to foreign lands have seriously 
bothered the price of raw materials. With a scarcity of this 
material the price cannot help but rise as in the present 
raw cotton prices. 
The rise of the cost of raw cotton has been the 
primary factor affecting both retail prices and the manufac-
turing margins, from which the mills must get their net earn-
ings. The price has advanced on cotton 30% in the last twelve 
months. 
It is hoped that the inflationary impact on raw cot-
ton prices by the Korean crisis and the low government cotton 
crop estimates has spent much of its force for the time being 
and will permit more stabilized raw material costs and more 
normal marketinr operations. 
Cotton manufacturers wish very much to hold the line 
against inflation. Plants have been modernized and machinery 
replaced and improved. Yet, even this has been insufficient to 
offset in any appreciable degree the extraordinary advances in 
cost and the price pressures resulting from a smaller cotton 
crop and the general inflationary effect of heavy bidding for 
goods . 
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Raw materials are not only priced between 32 cents 
and forty cents, depending on the type or quality of cotton 
used, but a transportation charge must be included. Today's 
service from railroads and trucks has increased tremendously 
and places the manufacturer on the spot. He must have ma-
terials and now is forced to compete not only with increased 
prices but compete with being able to buy enough cotton to 
keep up production. The governmental subsidization of raw 
cotton and limiting acreage has certainly ruined competition 
among growers but has increased manufacturers' costs because 
of the scarcity of material. In fact, the shortage is be-
coming acute and all parts of the cotton textile industry are 
becoming hard pressed. 
B. Cost Distribution 
Barnes Textile Association, Inc., textile consult-
ing engineers of Boston~ presented a survey to the American 
Society of Mechanical Engineers of where the dollar goes. 
This was given at Worcester on September 20, 1950. 
The significant facts and figures were presented 
to prove that cost distribution data for any one type of tex-
tile fabrics could not provide proportional standards for 
other types. Evidence on the controversial question of how 
the dollar is actually distributed over the cost for produc-
tion of cotton and rayon fabrics was offered in graphic form to 
the engineers. The survey showed the units of cost distri-
bution embracing raw materials, labor , expense and investments 
62 
plant, equipment and machinery required in the process of 
production of selected standardized fabrics in cotton mills. 
Data presented were not based on finding in any one 
geographical section or on any ''idealistic" mill operation. 
They did reflect , however, what could be considered any aver-
age conditions existent in mills that are operating on a 
marginal yet profitable basis. 
It was shown that r aw material costs in the five 
fabrics selected ranged from a low of 34 cents of every cost 
dollar to a high of 69 cents . Labor costs ranged from a low 
of 15 cents to a high of 33 cents of each expended dollar. 
Expense costs ranged from 9 cents to 24 cents of each dollar 
and total cost for miscellaneous or remaining items ranged 
from a low of 4 cents to a high of 10 cents. This certainly 
shows what a variety or wide distribution occurs when cost 
figures are compared. 
Emphasizing the need for considering all influenc-
ing elements when making comparative cost studies was the 
cost distribution for the cotton fabrics . Raw material cost 
in the cotton print was placed at 50% while the raw cotton cost 
in the voile was but 34%. The relative difference was attri-
buted to the fact that the voile is made from finer counts of 
yarn , which reflects a slightly higher labor and expense cost 
but a lower cost of cotton because of the lightness of the fabr ic. 
In the rayon twill , the raw material cost placed at 
69% was mainly influenced by the fact that rayon is purchased 
as a finished yarn, which eliminates the need for yarn manu-
facturing equipment and production cost. Labor cost in the 
rayon twill was only 15% and expense 10% compared with 33 and 
24 per cent and 30 and 16 per cent in the cotton voile and 
cotton print respectively. 
In computing the items of cost in the five different 
fabrics, it was noted that depreciation distribution for build-
i ngs ranged from 1 to 3 per cent. For cotton machinery, the 
range was from 4t to 7 per cent. For rayon machinery, the 
spread was from 6 to 8t per cent. In the case of local taxes, 
the range was from $24 to $64 per thousand. 
It was also recognized that the complexities of the 
textile industry do not permit the establishment of what could 
be considered a fixed method of cost distribution . Purchas-
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ing prices for raw materials are constantly changing and for 
comparative purposes it is necessary to indicate the parti-
cular purchase date of materials used . Quality of raw materials 
must also be specifically defined in order to establish the 
yields of materials to be processed. And in the case of both 
direct and indirect labor costs, it is necessary to indicate 
the basic wage levels concerned, as they vary considerably in 
different sections of the country. The items of overhead em-
bracing depreciation, taxes, etc., also require specific 
definition whenever comparisons are being considered. 
These plans, broadly designed to analyze mill mod-
ernization, increased production and to apply an engineering 
approach to the problem of improving the textile industry, 
are expected to culminate in the creation of a clearing house 
of information, facts and principles for progressive textile 
thinkers. This certainly is a step in the right direction 
and it is hoped that wonderful improvements are made . It wa s 
concluded that the prospect held forth in the plans of the 
ASllli offered great promise for the future of the American tex-
tile industry. 
c. Productivitx 
Many marginal mills could survive the trend of 
higher prices if t hey were allowed to compete in unrestricted 
production. This should explain the reason for so many New 
England cotton mills being considered marginal mills. Due to 
wage increases, taxes, and raw material prices a great burden 
is placed on making even a break-even point in production. 
~ges and productivity of workers are the major factors which 
will influence the decisions of management whether or not to 
continue operation in this New England area~ Differentials 
in both these aspects of production were found to be still a 
considerable amount between New England and other sections, to 
the disadvantage to this area's mills. Despite the handicap 
of higher wage costs, most manufacturers believe they can com-
pete successfully when output per worker is raised to levels 
comparable with those of other textile areas. 
This equality in productivity still remains to be 
achieved. It was found in a recent report, for example, that 
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the number of machines tended hy the average southern worker 
was greater than the number tended on similar work in few 
England. Evidence was found that although the same unions, 
headed by the same personnel, operate in both sections, the 
contracts entered into by means of collective bargaining be-
tween the w1ions in the South and the manufacturers in the 
South are less burdensome on the manufacturers than the con-
tract negotiated in the North. 
All the members of the commission, which included 
representatives of organized labor and textile managenent as 
well as legislators, agreed in their majority report that the 
individual work load of the northern worker is not so great 
in many instances as that of the southern worker. 
A good example of spindle inactiYity caused by the 
inability to find or purchase available workers and mach ine 
inactivity causing depreciation without being run and conse-
quently taking up valuable floor space is presently found in 
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the Naumkeag Steam Cotton Company located in Sa lem, Massachusetts. 
Mr. Rudolph C. Dick, president of Naumkeag, or Pequot 
mills as it is locally known, explained that because of idle-
ness during most of the five years since the end of the war, 
a full one-quarter of the plant's machinery has been forced 
to lie inoperative owing to a shortage of qualified workers in 
t he North Shore area. This also is affected by the union in 
tr:e North who has refused to allow a third-shift operation 
thus placing a tremendous burden on Pequot Mills because of 
their ability to control the amount of production, a control 
that should not be in the hands of the union but placed se-
curely in the realm of management. 
This not only peculiar but unenviable condition 
exists in many other mills all over the country. Ho can the 
northern cotton mills hope to compete with southern and south-
we s tern mills with such restrictions? 
Yr. Dick was forced to make a deci~ion that could 
ha ve ·been avoided if the union policy had been changed years 
ago. After a meeti.ng of the Board of Directors, it was de-
cided to purchase property in Wh itney , South Carolina, from 
the Crescent Corporation. This newly acquired plant will be 
used by Naumkeag to manufacture sheets after equipment from 
its Pequot Mills in Salem, and to its bleaching and finishing 
plant located in Peabody, Massachusetts. This isn't completely 
integrated and hopes of becoming so in the future must come 
about in their southern plant. 
At the present time the Pequot Mills possess 3,783 
looms, of which 838 are not in operation. Of these which are 
being operated, more than 1 7600 are idle during the second 
s h ift . Pequot Mills operates no thir d shift, where women are 
necessary. Its second-shift performance stands in need of im-
provement. Mr . Dick voiced hope that transferral to Whitney 
of a portion of that machinery which is currently idle would 
give room for efforts to achieve a better balance between the 
first and second shifts at Salem. He pointed out that many 
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thousands of the plant's 1,6oo,ooo spindles are likewise idle, 
together with various types of complementary machinery. 
Development of the plant in Wh itney will put the 
currently idle equipment into round-the-clock productive use 
and will allow supervisors of the Salem mill an opportunity 
to rev~mp production schedules so as to achieve a better balance 
between the first and second shift. 
Again underlining his assertion that the corning trans-
fer of machinery does not threaten to curtail jobs or opera-
tions, Mr. Dick says that Naumkeag has full intentions of 
proceeding on a long-range modernization program which wil l 
involve continuing sizable outlays for latest model equipment 
in Salem. In this connection, he mentions the $200,000 ex-
penditure for new transformer installations and rehabilitation 
work on plant buildings during the past few months. 
For well over a decade it has been a policy of the 
company to follow a definite program of plant improvement in 
equipment and operating methods, which since 1936 has cost up-
wards of $3 ,000,000. 
Once put into operation, fuitney Mills ~ill provide 
j obs for an estima ted 400 nersons and a weekly pay roll of 
a round $16 ,000. Mr . Dick also stated that Naumkeag intends 
to establish a "completely integrated" textile unit in the 
South Carolina town. 
It was also explained that in addition to the trans-
fer South of looms and spindles plus complementary equipment 
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from Peq_uot Mills, fabric bleaching, finishing and sheet manu-
facturing machinery will likewise be installed at ~fuitney, to 
form a unit wh ich will be capable of handling all processes 
i n the manufacture of sheeting from raw cotton the finished, 
packa ged product. Mr. Dick commented, 
By putting these idle spindles and looms to work for 
t hree shifts daily, as can be done in 'fllitney, the mills 
in Sa lem are, first of all, relieved of a costly over-
head burden of excess and non-producing machinery. 
Secondly , the increased output of cloth which these ma-
chines will be able to attain will so strengthen the 
entire position of Naumkeag that continued and perma-
nent operations of Pequot Mills in Salem will be better 
insured , along with the jobs and pay rolls wh ich the 
Salem plant provides.* 
Nr . Dick emphasized the fact that promptnes s in ma k-
i ng t he transfer ts "imperative" for the well-being of the mill 
and t he Salem community in general . He called attention to the 
steady tightening of competition i n t he sheeting manufacturing 
field and explained that the unit cost -- per yard, per worker , 
per machine -- is daily becoming a more grave factor i n the 
chances of any company for success. 
The net profit of Naumkeag Steam Cotton Company, 
a fter all charges but before dividends, totaled $1,176 ,142 in 
1948 , but t his total dropped more than 50% in 1949 to $497,000. 
The company will be far better off when they are able to put 
·a ll their facilities to the most efficient, economical and com-
plete produc t i ve use. 
*9, P• 30 
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An example that practically explains itself is found 
upon examinat i on of a recent profit and loss statement issued by 
the Naumkeag Steam Cotton Company, shown in Table VI . It shows 
the definite reduction in profit between the yea rs of 19.48 and 
1949. The net sales were 20 per cent higher in 1948 than 1949 
and the gross profit on sales decreased over one million dollars . 
Again , the vast slump from the high figures of 1948 tothe lo 
fi gures of 1949 appears when analyzing the profit from opera-
t i ons -- ~1,084,516 less than 1949). Adding all these decreases 
together of course decreases the net urofit -- $1,176 ,142 in 
1948 to $497,887 in 1949 -- ($678,255 less). 
TABLE V:, 
CONDENSED COMPARATIVE STATEMENT OF 
PROF IT AND LOSS 
Net Sales 
For Fiscal Years Ended Dec. 3 
1949 
12,241,060 
Nov. 27 
1948 
15,233,626 
Qos t o_r __ s_a;J._e_s ------- - -·-------:::10=~·2=:::2=::4:=':76=3==1=2='=4 3~2='=8=1:::::3 
Gross Profit on Sales 1,716, 297 2 , 8oo ,813 
~~~!l~ral,&~!~~ts:R.:.====-=== 9 JZ, aoz .2Jl.t.22~ 
Prof i t from Operations 778,790 1,866, 823 
Other I ncome ==~~4~8~,~4~3~2~-=~~z~2s,~2~23~ 
-=======u====-=== - ======' """* 82'?,225 1,919,04'b 
21h~r Charg~§ 
--= 
Profit Bef ore Prov. for Fed. Taxe s 
Provision for Fed. Income Taxes 
23,338 12, 904 
803,887 1,906,142 
306,000 730 , 0~0 
Net _Pr::!i~=========--=====--=====-- _ 497, 8~ 1..1.112, 1~ 
Source: ANNUAL REPORT From Naumkeag Steam Cotton Co. 1950 
Table VII is typical of many cotton companies as 
the net income of the majority of concerns have dropped con-
siderably in the past two years. In fact this chart shows 
a larger decrease than many people believed possible and. yet 
the slight increase in the retail price cannot compensate 
for the larger increased cost of labor and materials. 
1949 
1948 
1947 
1946 
1945 
1944 
TABLE I •. 
EARNINGS STATE1mNT 
Years Ending November 30 
Net Income After 
Tax & Adjusts. 
$ 497,887 
1,176,142 
874,263 
846,548 
354,318 
387,973 
1943 429,294 
1942 768,385 
1941 749,915 
1940 182,976 
1937 68,195 
Source: AN!nJAL REPORT From Naumkeag Steam and Cotton Co., 1950 
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Competition in the cotton manufacturing mills has in-
creased considerably thus forcing drastic changes but still 
managerial problems continue. The previously mentioned facts 
show to what extent manufacturers are going to improve if pos-
sible a deplorable condition. 
D. Eigh Cost_Qf Doing Business 
The present high cost of doing business is not a re-
flection of taxes alone, but a reflection of taxes plus other 
costs imposed by legislative action which none the less enter 
into the determination of the total cost to the manufacturer . 
Whether a mill 's cost of doing business is increased by ex-
cessive taxation or whether by excess ive payments for social 
welfare, the net result is the same, a high'r cost of doing 
business . 
It has been found that ample confirmation of the 
fact that rapid progress in social, labor and industrial legis• 
lation, worthy though that may be as a social ideal, has 
created a handicap to New England Industry when compared with 
competing states. Continual increases in workmen's compensa-
tion beneflts, unemployment benefits, cash sickness benefits, 
old-age assistance and welfare payments have made these costs 
higher in New England than in other textile areas. 
Much can be done to improve these conditions. Cor-
porate income taxes need immediate reduction to a point equal 
with those imposed in other competing industrial states. Legis-
lators should enact new workmen's compensation coverages 
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increases only when the several competing states more nearly 
approach New England standards. 
The competition from union leaders has got to stop 
and realize that an attitude of fairness and co-operation 
will benefit everyone by keeping industry in New England and 
not driving it out. 
Employers of cott~~ mills are victims of circumstances 
when it comes to obligations owed. Once a company has raised 
wages and given their employees such services as recreation 
rooms, picnic grounds, paid vacations, payment of salaried help 
for sickness, etc. , they are never allowed to cease these bene-
fits. The union will never relinquish its hold even though 
they are breaking the company financially. 
Marginal mills working on a slight profit are severely 
pressed when it comes time to estimate the amount of produc-
tion needed. Due to seasonal fluctuations marketing problems 
are very hard to account for. The tying up of money places a 
burden on the financing of goods and though a seasonal business 
the employees must be paid regularly. 
Vages are at a high level now and every indication 
leads to another increase in the near future. If some of the 
demanded extra benefits could be dispensed with the increase 
might be absorbed without too much damage; however, this is 
unlikely. 
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CHAPTER VI 
THE INCREASE OF SYNTHETICS 
A. Synthetics' Present Position 
Managerial problems have arisen in the past ten years 
due to the grovrth of synthetic competition. There can be no 
denying that they are here to stay. The present problem seems 
to be either to stick with cotton manufacturing and try to cut 
the strong outside competition or to convert from cotton to 
synthetics. If a cloth garment such as a dress can be produced 
cheaper in large quantities and has more important selling and 
wearing features such as durability, washability, non-wrinkle 
apueal and performance, etc., then cotton must take a back seat 
unless it can come to the aid of itself and improve in all re-
spects. 
It is quite apparent that there is a greater pressure 
for synthetics in textiles at the present time and definite 
i ndications that it will continue to increase in the future. 
This is evident from the fact that some manufacturers who were 
planning to produce different types of synthetic fabrics than 
t hose they had been making have found it exceedingly difficult 
or almost impossible to obtain a regular and satisfactory sup-
ply of the needed raw materials. A factor often overlooked is 
that in making synthetic yarns and fiber, because of the type 
of product involved, the machinery used must be operated on a 
more or less continuous production basis, with the result that 
this branch of the industry has decidedly less excess producing 
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capacity or flexibility than exists in other sections of the 
trade. If producers of synthetic yarns and fibers want to in-
crease capacity to any extent, they must actually build more 
plants and install more machinery suitable for the purpose. 
This is in contrast to other sections of the trade whe re there 
has been a large amount of machinery replacement and because 
of conditions in the market, a fair part of the available 
machinery has been operated at less than capacity, if three 
full shifts are to be taken as a basis. 
For some time past, it has been apparent that the 
production of all types of synthetics has been less than the 
amount that could be absorbed. Now after a period of expan-
sion, the demand ha s caught u~ with, or has become greater than, 
the available supply. Numerous mills have changed over from 
the spun yarns previously employed to those which contain, 
either entirely or largely, fibers of a synthetic character. 
Although when the recent additional capacity for synthetic 
fiber production was planned there was no certainty that it 
could be entirely absorbed, now practically all of it has been 
taken up due to military demands. 
Recent price quotations for yarns place the different 
types of syntheti cs in a far more favorable position than yarns 
of similar size or dernier produced from other materials. It 
is quite possible the demand for cotton will hold -up to high 
levels at prevail ing quotations, or even higher, due to nresent 
economic conditions aided immeasurably by the war. influence. 
75 
Yet should any greater demand develop for lightweight materials , 
it is entirely probable that synthetics will absorb a somewhat 
greater percentage of distribution, no t only in the United 
States but in the whole world. 
B. Advantages of Staple_Eiber Oy~_l!§.tural Fib!U:, 
Regardless of the present pr ice relations between 
different yarns, it does not seem probable that there ca n be any 
important increase in distribution of s uch yarns until produc-
i ng facilities have been increased. A large number of manufac-
turers and also a corresponding number of distributors stand 
ready to purchase larger quantities of filament yarns and fiber 
for spinning purposes if it can be secured, but through con-
servatism in plant expansion and with the market tensions now 
observed, it simply is an impossibility to expand the production 
?6 
any appreciable amount. This is because such yarns are pro-
duced regularly on a continuous basis and maximum capacity is 
obse r ved , herea s , in processing or spinning natural fibers there 
a r e still some plants which operate on a single shift, wh i le 
ot he rs are on a two-shift or a three-shift basis, so that , within 
r eason, there are many opportunities for expand ing product i on 
unde r nres s ure. These same nossibilities in ~xpansion do not 
. -
exist in the svnthe tic -industry without additional capacity . being 
installed. 
It will be observed in the accompanying table that . in 
each instance, whether the yarn is carded or combed, the selling 
price on the rayon is distinctly less than it is for similar 
sizes of cotton yarn and that for the finer sizes of combed 
yarns, the advantage of the rayon yarn is decidedly greater. 
These are quotations for yarn in a similar put-up to be pro-
cessed by some other manufacturer and, considerin? the fact 
that in many cotton mills the yarns are spun in the same plant 
where they are woven and may be handled to a smaller extent, 
the quotations for the cotton yarns or their cost as made up 
in a fabric would be somewhat less than that indicated. At 
t he same time, there can be no doubt but that important ad-
vantages exist in connection with the rayon yarns . 
TABLE VII'. 
Comparative Tables· Showing 
Approximate Price Relations of Fibers 
Rayon Denier Carded Cotton Yarn 
Price Size Price 
900 $0 . 56 6/1 $0.67 
600 .57 9/1 .?0 
45'0 • 59 12/1 • 72 
300 .63 18/1 .?6 
Rayon Denier Carded Cotton Yarn 
Price Size Price 
25'0 $0.65 20/1 $0.90 
200 .71 26/1 .94 
15'0 .76 36/1 1.03 
100 . 96 5'0/1 1.19 
75 1.09 70/1 1.40 65 1 . 21 80/1 1.80 
50 1 . 48 100/1 2.20 
Source : The American Wool and Cotton Reporter 
October 19, 195'0 
These yarns have to be manufactured or woven into a 
material which is to be sold. At one time not only were the 
prices for cotton yarns decidedly less than for similar deniers 
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of rayon, but the manufacturing costs for making up the yarns 
into fabrics were consfderably less for cotton yarn processing. 
The cost per pound for making up warper beams, for slashing or 
sizing, and for weaving , was lower for cotton yarns. In addi-
tion, the percentages of seconds made in weaving rayon cloths 
were higher than they were for ordinary cotton fabrics. How-
ever, over a period of years, this advantage for weaving cotton 
yarns has been largely or entirely lost by comparison. The 
rayon yarn has improved in regularity, in quality and also in 
weaving capacity to such an extent that most weavers on any 
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but some particularly difficult fabric construction would prefer 
to handle looms weaving rayon rather than those weaving cotton 
cloth. 
Certainly, a good , weaving plant handling rayon is 
operated just as efficiently, if not more so, than a similar 
one weaving cotton fabrics. The number of breakages per loom 
beam in rayon, if anything, is probably less than is the case 
for a loom weaving cotton cloth of a similar construction, and 
the number of looms per weaver on standard rayon fabrics ap-
proaches the number in weaving cotton fabrics. Due to standard-
ization and h igh quality, the percentages of seconds produced 
are at least similar, so that no particular advantage is held 
by the cotton fabrics, since low prices on second-quality goods 
often have an important influence upon the average price ob-
tained for the first-quality fabrics produced. 
Therefore, when differences increase in re gard to 
raw material prices, distinct advantages are found in manu-
facturing or handling the lower-priced raw material. It 
always has been contended that cotton is the low-priced king 
of fibers, but the recent changes certainly do not place it 
in this classification. The comparisons which have been made 
a r e for filament rayon yarns and for spun cotton yarns. For 
many fabrics, there is no comparison in quality or appearance · 
between an ordinary cotton fabric and a filament rayon fabric, 
beca use it generally will be admitted that a filament rayon 
cloth, for regularity and many other characteristics, is de-
cidedly superior to any cotton fabric produced. This does 
not mean that cotton fabrics of the type referred to do not 
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have any advantages but, rather, that in regard to price, appear-
ance or some other characteristics, the rayon product certainly 
is superior. 
Almost the same oondition applies in regard to the 
staple fiber being made. The price of this is about 38 cents 
per pound, with practically no waste made in manufacturing. 
Cotton is much higher than this amount, depending on the staple 
and the quality of the material employed but, in addition, there 
is a definite amount of waste made in the cotton used. 
Other advantages are also present in the staple fiber 
such as extreme s tandardization, regularity in denier and 
length of the fiber available, greater opportunities for standard-
ization i n machine settings and in processing, lack of waste 
and less necessity for very large blending in order to obtain 
regularity in results. 
c. ~ayon 
In the rayon field a drastic increase in capacity and 
production has allowed rayon to creep into fields previously 
dominated by cotton. With the abnormally high raw material 
pr ices ·of cotton and wage increases, management is now forced 
to cut costs elsewhere. The hope for radical machinery 
changes, waste improvement, and better material handling seems 
t he most likely place to look. 
The cotton field has predominated in past years in 
the manufacturing of automobile tires •. Today this superiority 
has been challenged and cotton is in danger of being extricated 
completely, the two important reasons for this being the price 
of rayon is lower and in auto tires rayon is far supe r ior to 
cotton in strength and durability. 
It is believed that if sufficient rayon were available, 
all tires would be made from rayon or nylon because of the cost 
advantage. Because of the high government loan supports on 
cotton, the door has been held open for the rayon industry to 
displace the bulk of the cotton used in the rubber industry. 
Certain undeniable facts clearly indicate that cotton 
is taking another thrashing from rayon which bids fair to elimi-
nate the na t ural fiber completely from the tire field. Tire 
manufacturers, such as Firestone, Goodyear, U. S. Rubber and 
B. F. Goodrich, admit that the only drawback to their use of 
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rayon and nylon entirely is the limited supply of these syn-
thetics. This means that in normal times to come cotton will 
disappear completely from the tire field as rayon and nylon 
manufacturing and the number of plants increase. 
Prominent among the reasons for favoring rayon is 
price. Since the war, the tire manufacturers say that the 
government-supported cotton prices have made rayon actually 
cheaper to use in tires than cotton . Rayon, it is pointed out, 
processed and ready for manufacturing into tires, costs be-
tween sixty-five cents and seventy cents a pound. In addition, 
a pound of rayon, because of its smaller cord diameter, goes 
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as far as 1.2 pounds of cotton in making tire fabric. Another 
cost advantage of rayon ' s smaller diameter is that it requires 
less rubber to coat the fabric. As an example, a saving of as 
much as five to six cents in rubber can be made on each popular-
sized tire -- an item of considerable note to an indus·try which 
makes casing by the millions . Cotton cannot cut cost enough to 
compete with these conditions. 
Some tire manufacturers voice the opinion that cotton 
could recapture some lost territory if prices took a sharp drop. 
But to become competitive with rayon on a cost basis alone, 
raw cotton prices which are now around 32 cents a pound would 
have to go down to a r ound 20 cents. With the nation's present 
economy what it is , it is very doubtful . One tire expert declares 
that the price of cotton will have no effect on the situation, 
especially in the use of rayon in truck tires . 
82 
The present annual rate of production of high tenacity 
rayon is estimated to be running at about 292 million pounds. 
The figure is based on the 73-million pound production of rayon 
and nylon tire cords in the final quarter of 1949. This repre-
sents nearly 700;000 bales of cotton which have been displaced 
by rayon. The quoted production f i gures of rayon and nylon cord 
were 9 million pounds in 1939 which increased steadily until it 
reached the total of 292 million pounds--in 1949. Th is com-
pared with a decrease in cotton cord f r om 260 million pounds 
in 1939 to 165 million pounds in 1949. 
The question has been raised numerous times as to 
what price cotton must go to to permit it to recapture some of 
this market. In a recent survey of various rubber companies it 
was indicated that cotton would have to go below 20 ~ents per 
pound. It is felt that the technologists employed by the rayon 
companies would not be sitting idly by as cotton approached this 
f i gure and see this market slip from their grasp. They are 
working now on ways and means of improving production effi-
ciency that will permit more security and will permit bringing 
about lower costs for rayon to hold this market even more se-
curely. 
D. Nylon 
Due to the limited supply of raw material and the 
little or no onportunity to expand in production of Nylon it 
is safe to say that no great increase in output can occ ur with-
out important building of new plants, which isn't likely to 
occur in the near future. 
Even though these conditions exist, it is certain 
that nylon will form a larger part of the defense program than 
before, because they are very well fitted for such uses. For 
particular purposes, the regularity of the results, both in 
yarns and in fabrics, is a very desirable condition, since 
there is less variation from the standards reauired. 
Many believe that much greater quantities of all 
synthetics ultimately will be employed either in blended or 
100% form and this will improve the results from numerous direc-
tions. Probably the supply of synthetics, when the time comes, 
will be just as short as is the case for some of the natural 
raw materials, although, of course, the prices are likely to 
be more stable and at lower levels. 
Based upon these conditions plant capacities for 
sewing and processing are being expanded r~pidly, with many 
more employees engaged or likely to be enga~ed in the near future, 
due to contracts placed or anticipated. As an illustration, one 
particular concern has very large orders for nylon parachutes . 
Several thousand additional employees are being engaged, with 
millions of dollars of new orders on the books. This demand 
may require only a small percentage of the nylon available, but, 
with the capacity anticipated, the amount involved undoubtedly 
will be much greater in the future. 
The employment of several thousand persons for the 
production of what can be designated as cargo chutes is another 
important development. This designation covers a rather wide 
range of different sizes of articles but it must be remembered 
that experiments have shown that such chutes can handle up 
to two tons in weight and the requirements are increasing 
rapidly. A chute of the type referred to cont ains more than 
1,200 yards of fabric. On this basis, it will be evident how 
much yardage can be consumed when large numbers of these chutes 
are made. This also includes the much smaller chutes which 
require flare cloths. Of course, the cargo chutes are made 
sometimesfrom high-tenacity ra ons but mostly by nylon fabric. 
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Nylon thread was used extensively and it is probable 
that Orlon thread in some instances will be used as a substitute . 
This is because the Orlon filament yarn for certain purposes 
has characteristics which make it more satisfactory than thread 
of nylon composition . No one can esttmate in advance what quan-
tities of some of these materials will be required because of 
changes in conditions and based upon experience in use~ 
It thus appears quite certain that for a period of 
time there may be a distinct reduction in the amount of nylon 
available for civilian distribution and an important increase 
in the use for defense purposes. This is based upon the plans 
which are being made to use such mater ials and not upon the 
minimum present requirements . Relatively the same condition 
exists in regard to high-tenacity rayon yarn where the produc-
tion for civilian distribution was less than desired in a 
normal period, and with defense requirements taking a'"'ay a 
rather large part of all of the available supply . Any actual 
conflict undoubtedly would eliminate practically all of this 
production from civilian use. 
With normal conditions, nylon manufacture is cheaper 
(even with a war economy) and ITlany ~ses previously controlled 
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by cotton have been taken over. Modern machinery and plants, 
less wa ste of materials, and increased production to meet demand 
previously never satisfied, places the future of nylon in full 
command of the hosiery and parachute market with a tremendous 
threat to the garment industry. Possibly cotton would stand 
more of a chance in competition with nylon if it could reduce 
production costs. However, with the present raw material 
prices this is impossible . 
/ 
CHAPTER VII 
SUMMARY 
Part I 
Factors that ma~-~~sist manuf~~turer~_in E~g~£1~g_Current and 
Eg~gr~MagQ£eria1_Erob1~· 
A. Production Increase 
There is no doubt that every means must be adopted 
which will streamline production methods, streng then controls 
and improve efficiency if the textile industry is to compete 
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with foreign competitors and synthetic growth and increasing 
cos ts . Positioning has to be fully evaluated in terms of 
present economic trends and general conditions in the industry. 
The second and largest industry faces a shortage of manpower 
and increased prices of raw materials. The industry can only 
meet this challenge if it can increase the productivity -- that 
is the average output per man hour. 
The first step to be taken to improve mill operations 
is to make a comprehensive job analysis. Such an investigation 
must be followed by time and motion study. I n connection with 
this, the Methods Time Measurement System appears to be quite 
helpful in checking actual time study figures. Thi s system 
differs from the more orthodox approach in so far as the gather-
ing of data is not done on the job but by computing of pre-
determined elements. These are reach, move, turn, grasp, align, 
orient, enga ge or disengage. ~/ha t the M.T.M. System does is 
simply to integrate all these positioning steps. 
Another method has been dev~loped by the du Pont 
Company and constitutes the use of photographic means to 
study the operator's movements . The worker to be studied 
wears a flashlight in place of a wrist watch . Every move-
ment of his hands is traced on the photoplate and produces a 
maze of lines . By using this technique a new machine was de-
signed which reduces positioning to an absolute minimum • . 
Anplication of this method in the cotton industry is likely 
to contribute to better design of textile machines and simpli-
fi cation of methods. 
These are just a few of the new but important ways 
of getting production increases in a scientific manner. From 
now on more and more plants will recognize the value of these 
methods and incorporate them in their programs. The M.T.M. 
System when used in regard to the simplification of manual 
l abor and material handling works to a great advantage. 
1. Simnl!fi~~Many~l_Labor 
A new concept of handling materials at t he textile 
machine, termed positioning, by which unnecessary motion is 
eliminated or reduced is taking place in mills concerned with 
increasing production and lowering costs. 
There are a few rules that are a must if any mill 
wishes to analyze or check their procedure for improving mill 
operating methods. 
First, select and concentrate on operations where a 
great deal of positioning is reouired and improvement potentials 
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look promising. 
Second, check the package sizes and make sure that 
they are best suitable for positioning. If allowed to be too 
large the packages are unmanageable and should be reduced. 
Next study the flow of materials with the aim of 
smoothly integrating nositioning ~ith transporting and pro-
cessing. 
Analyze the operator's assignment. 
Install tools and methods to decrease fatigue. 
Set up and control standards for unit time, speed, 
and maintenance in relation to positioning. 
Find out how new positioning will influence the 
quality of your product. 
Establish before and after cost fi gures, amortiza-
tion, profit and savings. 
Keep up to date on new development in the field. 
Be sure that workers understand the value of proper 
positioning and realize that improved methods will benefit them 
as well as mill operations. 
For example, many cotton mills should be considered 
for their opening and blending department.. Looking at many 
present methods used of feeding cotton bales stored on the 
floor, it will be realized that this is an area of neglect as 
far as positioning is concerned. The thought of mechanization 
of this operation should be considered by all mills. A strik-
ing example of complete elimination of positioning in the 
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department has been accomplished through the development of 
the one process picker which combines into one unit the opera-
t ion of three individual pickers and has by now been generally 
accepted and is widely used throughout the industry. 
A very important phase is the positioning of waste. 
In textile mills the flow of waste presents a great many posi-
tioning difficulties which call for ingenuity on the part of 
those willing to tackle the problem. Waste distribution and 
disposition have been handled through the use of a piece of 
equipment which takes advantage of differences in levels, uses 
the gravity principle , but saves space because of the revolv-
ing bins . 
If a few minutes are taken to analyze a method and 
ask "'Why? or Can it be eliminated?" oftentimes a situtation 
of wasted time or wrong methods can be done away with. Too 
many mills haven't progressed recently due to old-fashioned 
ideas or not enough initiative to bother with such conditions. 
2 . Ma.t_~iaJ~Hangling 
Modernization of materials handling methods in the 
textile industry can reduce labor costs and help meet the in-
creasingly competitive market situation. Materials handling 
methods in the mills are not only a major factor in direct and 
indirect labor cost but also affect the cost and efficiency of 
other operations in the plant. 
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Where the textile industry never heeded handling 
methods in previous years the rising cost of labor has sharpened 
the thinking of production executives so that today it has 
become a major item in reducing costs. 
To the cotton textile industry materials handling 
presents complex problems, because of its interrupted manufac-
turing processes, in which materials and equipment are moved 
by truck from machine to machine, each performing on operations . 
The trucks must oftentimes carry ten times the net weight of 
the material. Nevertheless, the ideal toward which to work 
is the continuous flow of materials. 
The first objective in an analysis of handling in 
cotton textiles is to cut labor costs and secondly, to in-
crease productivity and profitability of related plant opera-
tions. In doing this you may gain floor space, reduce overhead 
through reduction of storage needs, improve safety conditions, 
reduce labor and machine down-time due to late deliveries, 
ca use less damage and waste, improve the quality of the product, 
and greatly enhance plant appearance. 
Materials handling labor as a percentage of indirect 
labor costs has not been escaping the notice of management in 
some plants; however , it hasn't been investigated by enough 
as yet. As a result , materials handling is today getting the 
most careful study in almost every industry. 
It is necessary in planning efficient materials 
handling to have in mind not only the movement of the produc-
tion through the plant, but also the handling of the production, 
especially pick-up and delivery at the machines themselves , 
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and the extra effort which the machine oper ator must make 
as a result of inadequacies of machinery, layouts and the 
like . 
Machinery manufacturers are already attempting to 
deal with this situation but they face a diffic ult problem 
when they seek to standardize, as for instance feeding and 
delivery attachments . They cannot know the particular mill 
conditions their machinery must face . But, nevertheless, more 
progr ess along these lines is essential to eliminate anti-
quated processes which have too frequently survived side by 
side with modernized equipment . 
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To do the best possi~le job there must be co-operation 
of mill supervisor y personnel, engi neers , equipment manufac-
turers , architects, and finally, engineering consultants~ 
Logicall~ the materials handling problem should be 
studied by obtaining a complete picture of what the mill now has 
and what it can expect to obtain before any changes in the 
present system o,r any capital investment is made. Ideally , 
procedure in an overall investigation is as follows:-
First , a process flow chart analysis is made of all 
materials handling operations in which every element in the 
movement and handling of material is described . This includes 
inspection, storage, trucking, and every other operation with 
special emphasis on feeding to and delivery from machines. 
Second, a diagrammatic flow analysis is made of ma-
terials handling operations based on an exact scale layout of 
the plant showing machines, aisles, fixtures, storage areas, 
etc . , and this should show backtracking, pile-ups, etc. 
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Third, with these char t .s and with the knowledge gained 
in the course of getting it. The actual cost of each element in 
handling can be determined. 
Fourth, specific techniques, including standa rd equip-
ment, can then be objectively evaluated to find their t rue value . 
I t may be found that a new machinery layout is what is needed to 
improve handling efficiency . One should also analyze t he costs 
and benefits of materials handling equipment, com~ared with other 
solut ions , giving due consideration to quality, dama ge, waste, 
avoidance of congestion, safety, etc . In general, the whole prob-
lem should be analyzed before the parts of the problem are con-
sidered. Thus mechanical handling equipment may be necessary with 
the present layout but quite unnece ssary if the layout were 
changed or elevators necessary with the present layout while grav-
ity movement could handle the job with a different layo 1t . 
Mill men should keep their eyes on the obj ect ives of 
cut t ing the cost of materials handling, and increasing the pro-
ductivity of the rest of the plant through better materials hand-
ling. It cannot be t reated as a side line, but must be handled 
in accordance with tested engineering procedures to achieve 
real gains. 
B. Mill_Modernization 
One course alone seems to be open to the textile man-
ufacturers. This is to scrutinize every detail of mill 
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operation and wherever possible to make such changes as may be 
indicated to increase production at the lowest level of cost. 
Competition within this country is going to continually increase . 
This would naturally follow since there will be a continuing 
struggle for the business available. In blunt terms, the trend 
indicates that the marginal textile mills manufacturing cotton 
goods operating just slightly above the break-even point may 
be forced out of business. 
By applying the engineering approach to the problem 
of mill operation, it will be possible to spotlight existing 
weaknesses and develop corrective measures. It should not be 
inferred that this apuroach is necessarily one of replacing 
all old equipment with _new. The study may reveal certain out-
moded machines, but there will undoubtedly be many units of per-
fectly serviceable equipment which can continue to be used. In 
a broad sense, the main objectives are twofold: to reduce 
operating costs, and to im~rove product quality. If either of 
these objectives or both are attained, it is logical to antici-
pate that a substantial net gain will be secured. Reduction of 
operating costs must be based on ways and means of making ma-
ch ines produce more efficiently and obtaining higher standards 
of production from labor. The second factor is probably more 
difficult to attain, and therefore it would seem that the major 
responsibility will fall on equipment in the mill. 
Modernization is actually a must. It must be made to 
pay dividends and this can be possible only if serious study 
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is given to all of the factors concerned, so that a just 
economic return can be realized f ·rom every dollar spent. 
In many cases it is believed that it will be seen that modern-
ization does not necessarily call for extraordinary expendi-
tures but possibly a revision in procedures would accomplish 
the same amount of saving . 
This also applies to the procurement of new machin-
ery adaptable to either cotton or synthetic manufacturing. 
By replacing antiquated machinery with modern the current 
employment shortage might be eased . Whereas it took one man 
per machin~ poss~bly the ratio may be six machines to one man 
which is quite a difference. With wages high it is a · better 
investment to buy machinery that in the long run will give 
you a fairer return than if you employed more workers. 
c. Modern Mill Lavoll1 
High labor costs and t he greatly accelerated com-
petition in cotton marketing has intens i fied the urge for 
greater care in planning and construction of new mills to ob-
tain maximum production per man-hour , at minimum cost for ma-
terials. In order to achieve this maximum production, the 
building must be laid out so that a smooth, straight flow plan 
of material ·is gained, having as few cut-backs , reversals, or 
crossings as possible. Such a flow plan will generally require 
a single-story building. The machinery must be constructed so 
that it will operate continuously on a three- shift basis with-
out losses due to serious mechanical failures . With the small 
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margin of profit generally realized today, the mill should 
always bear in mind the possibility that its present equip-
ment may become obsolete, even though in good condition, due 
to the introduction of machinery having a higher potential 
production, greater efficiency, or because it permits the 
elimination of one or more stages of manufacture. 
The entire principle of modern mill construction 
and operating must be based upon the facts that margin of 
profit may be small, labor will be high, mill construction is 
expensive, and machinery will become obsolete in a much shorter 
time. 
The truly modern mill building will be either of one-
story construction throughout or will have two stories hous-
ing the spinning and preparatory equipment and one story for 
the weave shed. The weave shed should never be on more than 
one floor due to the problems involved in the prevention of 
vibration. The one story mill makes possible the ultimate in 
locating proces f. ing machinery so that a smooth straight line 
and uninterrupted flow plan of material is achieved. 
The planning of a mill layout, to obtain a movement 
of traffic without doubling back or reversing, is a compara-
tively new field of engineering and has been developed because 
the high cost of labor makes prohibitive excessive manual 
movement of stock from machine to machine. Also, a complex 
flow of stock will generally require setting aside additional 
floor space for the storage of material. The arrangement of 
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preparatory equipment to eli,minate traffic problems is not 
merely based upon pla cing each stage of equipment in succession, 
in the order used in processing, but - requires intelligent engi-
neering calculations based upon the production and efficiency 
of each individual machine . The basic principle that should 
be followed is to break the entire mill into small balanced 
units and to place these- units so that they will flow into one 
final receiving station. In this manner there will not be a 
larie aggregation of cards fed by a picker room at one end so 
that the laps would have to be manually moved an excessive dis-
tance to supply the furthest cards. 
In planning R modern mill, the recommended method 
to follow is first to determine the desired hourly pr oduction 
of stock per week or per hour; second, t~o e:alculate looms, 
spindles, and units of preparatory machines r_equired t o fulfill 
t h ese production demands, and then, after laying out the equip-
ment on a floor plan following anproved practices, to design 
a building which will accommodate the necessary equipment . 
The total production r~ruired will de pend upon economi c f actors 
s uch a s floor space, the margin of profit per pound of end 
product produced, and the cost of labor. The tmit must be 
sufficiently large so that the profit per spindle will be ade-
quate to cover overhead, depreciation, md assure building up 
a comfortable reserv·e. It should also have sufficient spindles 
to keep the preparatory equipment running on a full shift ba sis, 
and with enough preparatory machines so that all operators will 
have a full work load. All machinery must be based on a bal-
anced unit if the utmost in efficiency is ever to be realized. 
A check point in this respect is to guard against calculating 
ma chine productions on speeds which may later prove to be too 
high or on efficiencies that cannot be met. A common mistake 
in planning a new mill is to accept very attractive figures, 
on paper, only to find that they cannot be realized except 
under ideal conditions, which are apt to be rare. It is never 
a good practice to build the mill first and then attempt to 
fit the equipment into it, as this will invariably result in 
squeezed opening lines with pinched conveying lines, narrow 
alleys and odd lengths of frames. 
In organizing the opening room and mix room there 
are three important considerations. These are: (1) to pro-
vide sufficient floor space for preconditioning of the stock 
and for the use of a large mix; (2) to take advantage of the 
modern air filtering systems; and (3) to provide adequate 
opening and cleaning equipment. Preconditioning of the stock 
for at least eight,and preferably twenty-four hours, should 
be considered a necessity. 
Preconditioning and the control of humidity and 
temperature in the opening room is not economically feasible 
unless return air filters are used. The movement of stock 
through the opening line and through the picker is dependent 
upon strong air streams, generated by fans which are an inte-
gral part of condensers in the opening line and of screen 
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sections in the picker. When air filters are used and the 
air is recirculated and used over and over again, very little 
new air is required and atmospheric control becomes very in-
expensive and is, therefore, completely practical. In addi-
tion to this advantage attained by the installation of a 
recirculation system,- the old dust chambers are eliminated. 
The dust chamber was never satisfactory for it constituted 
a very definite fire hazard and required periodic cleaning 
and removal of accumulations of dust and lint. 
The predominant thought in designing the mill must 
be to obtain the maximum production per man hour. This can 
be done only by using machinery designed to operate on a 
three-shift basis , without losses in production due to hreak-
downs because of mechanical failure. The equipment must be 
easily adjustable , must be capable of handling a larger range 
in staple length in case it becomes necessary to change over 
to a new type of fiber or blends of fibers. It must be borne 
in mind that high production is necessary to remain in the 
competitive market and, t herefore, the machinery must be 
capable of continuous operation. 
D. Us.§_of Factors 
The cotton textile industry is currently dealing in 
sums of money previously undreamed of a few short months ago 
I 
and in matters pertaining to money and credit it is consider-
_ing every source of protection against future contingencies. 
To give this protection, cotton manufacturers have more and 
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- -more turned to the use of factors. 
-- . 
_,. -_ . 
Factoring is a business which combines · ~--. ~ina. ·cin~ 
__ __.,..- -
function along with a credit service involving collect_:ton of 
accounts and a 100% guarantee against credit loss. 
With its large capital resources the factor stands 
between producers of goods -- financially speaking -- and 
their customers, giving the customers time to pay and giving 
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the producer cash immediately upon shipment, without any re-
course if the customer should fail to pay for financial reasons. 
It absorbs the great hurden as well as the financial 
risk of carrying accounts receivable and its method of so 
doing automatically increases a manufacturets borrowing capacity 
as prices rise and dollar volume increases. He is not limited 
to specific amounts of money or length of time nor to a re-
payment plan. It is a method of obtaining money where the 
repayment is guaranteed by the giver with the one obligation 
on the part of the producer to make goods right and deliver them 
on time. 
Since last June, 1950 , there has been a sudden in-
crease in the volume buying created by scare buying and hoard-
ing of goods at pre-Korean or below replacement price . While 
this buying splurge has subsided somewhat, a realization has 
come upon mills, converters and manufacturers of textile cotton 
products , that prices have reached a new level which may remain 
for a long time or at least as long as a defense and rearma-
ment buying program remains. Therefore , a permanent need for 
financing in far larger amounts of money will be required. 
When men's and children's hosiery mills find cotton 
yarn at 85' cents which was 60 cents in June, and the full-
fashioned hosiery mills find gray market nylon at $25' per 
pound, and when print cloths and cotton greige goods are 5'0% 
higher, it is suddenly realized that not only a merchandising 
problem presents itself, but also a financial problem, of the . 
magnitude now being felt. 
Credit urotection is only one of the contributions 
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the factor makes toward a sound textile industry and national 
economy. The factor also relieves clients of problems con-
nected with financial and credit matters, such as billing, 
ledgering, and collecting receivables, thus enabling them to 
concentrate on the production, sale, and distribution of goods. 
The managements of manufacturing and merchandising enterprises, 
particularly in small concerns such as Pequot Mills in Salem, 
are thus freed to devote their full energies to all the com-
plex problep1s involved in producing and distributing the greater 
volumes of goods required for defense purposes . This is parti~ 
cularly important at the present time when industry as a whole 
is already operating at near capacity, and needs all the mana-
gerial skill it can command to meet defense quotas without dis-
ruption of normal productive schedules and civilian markets. 
By freeing management and manpower for the production of goods , 
factors can help industry to expand its output of vitally needed 
products. Factors may help not only the larger businesses but 
they are more important to the smaller business because of 
their lack of financial resources. 
101 
PART II 
CONCLUSION 
The factors enumerated in Part I were mentioned 
with the idea of helping the manufacturer that is planning 
on fighting the increased competition . They aren ' t meant to 
be answers to the hundreds of managerial problems facing 
managements but more as guides that may help anyone inter-
ested . 
Material costs have risen, labor costs continue 
to make inroads on potential profits , employment shortages 
are growing , foreign competition is increasing, marginal 
mills are being forced out of business, labor unions domi-
nate the present employees, and profi~in recent years never 
have reached a high in the cotton manufacturing industry. 
Does this sound encouraging to the business man of the fu-
ture or does it appear a hopeless situation? 
From the above-mentioned number of ailments bother-
ing the cotton textile industry it appears that these troubles 
must be eliminated or a solution found to combat such con-
ditions . 
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A realistic point of view, however, should be taken 
when drawing a conclusion regarding labor and its present and 
future effect on cotton mills . There can be no doubt in any-
one's mind that labor leaders are going to continue their de-
mands on manufacturers thus helping to perpetuate the inflationary 
trends regardless of the consequences. The union attitude 
t ovard employers is one of contempt and enmity instead of 
understanding or sympathy with their problems. Realizing 
that labor today holds the balance of power, the managements 
of many companies are being thrown into bankruptcy. To illus-
trate this point of view a recent case in Connecticut bears 
out this statement . On March 29, 1951, the J . P. Stevens & 
Company voted to discontinue operations at Hockanum Mills in 
Rockville, Connecticut, and go out of business , the reason 
being that management had been struggling a gainst increas~ng 
difficult ie s and therefore must stop operations and sell out . 
It was explained that the equipment in the mills wasn ' t modern 
and that the mill was seriously handicapped by the unwilling-
ness of the union to permit the company to set up work ass ign-
ments comparable to those in other plants. The previous wee ks' 
production had been stopped due to strikes over terns of a con-
t ract. This condition is typical of many concerns and only 
t hose financially strong can withstand the ever present labor 
demands. The decision to close Hockanum Mills also prompted 
complete discontinuance of operations at Pentucket Mi lls in 
H~verh ill, Massachusetts. 
In the case of raw materials no reduction in cost 
can be seen to be forthcoming for many months, pos s ibly years . 
The present danger of a world conflint will continue to cause 
pr ice s of raw cotton to rise with no control of this situation 
from management ' s point of view. They as manufacturers need 
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raw materials and are being forced into paying exceedingly 
high prices because of government subsidization of the farmers 
and crop acreage control. Thus higher raw material costs may 
be avoided by two possible occurrences -- the first is the 
reduction in the cotton subsidization by the government to 
the farmer which would create a more competitive condition 
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among growers. Secondly, a vast increase in the allowed acreage 
per farm, thereby increasing raw cotton ~rowing and decreasing 
the market price. Due to our present administration in Washingon 
the only conclusion that can be made is that the cost of mate-
rials will continue to rise despite pressure brought about by 
the combined manufacturers. 
One future a id may come as the invention of a mechani-
cally perfect harvester nears completion. This is now being 
experimented with and should cut the cost of the farmer's labor 
considerably. This will not only reduce the number of laborers 
needed but if expectations are met the cotton will be picked 
clean enough so the mills manufacturing the high quality yarns 
may purchase the . raw cotton without processing further. While 
mechanical picking may not have a detrimental effect upon stable 
length, it most decidedly does lower the grade and therefore is 
not ?enerally offered to the mill purchasing only the higher 
grades. Most of these mills, however, have indicated their 
willingness - to use mechanically picked cotton when the grade 
is improved . 
If cotton is not to lose out to the h i ghly developed 
synthetics in many markets, the cotton farmer, ginner, and 
spinner must solve the problems involved in the successful 
processing of cotton picked by machine. It is up to the pro-
ducer of farm machinery to develop efficient and satisfactory 
mechanical means of cultivating and picking the cotton. The 
primary reason for the high cost of cotton still remains the 
cost of labor . Mechanization promises to make possible a re-
duction of 50% of the cost of hand labor involved in cotton 
farming. 
If cotton is to retain its competitive position in 
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the textile industry against the synthetic yarns , it is essen-
tial that the cost to the spinning mill be kept within a reason-
able limit, or lowered if possible. The synthetic fiber is 
progressing rapidly and its present use is limited only be-
cause of an insufficient supply. 
A conclusion may be drawn here that should not attract 
too much criticism, that the era of cotton supremacy has rea ched 
its end. Synthetics will replace cotton stable fibers eventu-
ally and Nylon and Rayon will also cut into cotton consumer 
consumption. 
As for foreign competition, that too is increasing 
and the future appears uncertain for American cotton manufac-
turers. The Economic Stabilization Board predicts that Japane se 
Cotton piece goods exports for the fiscal year ending in March 
will reach 1,430,000,000 square yards. Contracts during 
January topped 200 million yards, double last year's highest 
monthly level. As long as the United States continues to 
supply expert information and supervision plus a tremendous 
amount of money from the government the rise of Japan as a 
threat to the · merican cotton industry will increase . 
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Wages are now at a critical stajZe and with the ne1~ 
strike threat appear t o be even more important to cotton manu-
facturers' existence . With controls on t he ~orizon it has been 
proven that wage freezes will accomplish noth ing if used against 
unions to stop their constant demands fo r more and more wage 
i nc reases. The unions are unreasonable and the orkers aren ' t 
starving even though union leaders state this c ndition exists 
today . With an average pay of $1.31 an hour plus all the 
fringe benefits sach as pensions, recreation fac .1 ties, in-
surance plans, etc., the total hourly wage nea rs $1 . 85 an our 
as the benefits are figured in the base wage. U ions ar e a 
necessary form of employee representation and yet t e employees 
don ' t have control of their union policies even though they be-
lieve they do. 
Employment figures show that the scarcity of workers 
has created a problem to mana gement and with the Armed Forces 
drafting the reserve manpower the situation will continue to 
grow steadily worse before becoming better. This leads the 
manufacturers to buy more efficient machinery to make up for 
the loss in manpower. 
Costs have increased in all directions and today 
have taken the initiative to earn a profi t away from the 
manufacturers . Product ivity must grow ten- fold in order 
to make up for the los s thrust upon the textile industry. 
The high cost of doing business will ruin many businesses 
in the next two or three yea rs. 
There is no denying that the Korean war has helped 
inflationary tendencies and until the political unrest in 
the wor ld subsides the pr esent condit ions of increased labor 
and raw material costs will continue . 
With the previously mentioned facts there is no 
other conclusion that can be made except that the increased 
competition has become almost overpowering and managerial prob-
lems will continue to increase if these conditions remain . 
The businesses are going to be driven beyond their capacity 
to survive and will fail. When and if this country returns 
to a pre-war economy the resultant depression which seems in-
evitable will definitely decrea se th e number of cotton manu-
facturing establishments thus presenting a dismal picture of 
the future in the cotton concerns . 
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